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ARM AGAINST FIRE 


Beside the vital processes of industry is where 
you find Lux extinguishers. Or, if the fire haz- 
ard is acute, a Lux Built-in System stands 
guard. Industry selects Lux protection. Lux is the kind of fire-fighter 
industry needs. 
Lux uses carbon dioxide gas, fastest known extinguishing agent. (Indus- 


try wants its fires out fast!) Lux gas is harmless, clean, dry. 
(Industry avoids damage, injury and time-killing clean-ups.) 
Industry chooses Lux. 

Send the coupon for facts on fast-moving, sure-handed Lux 
fire protection. Mail coupon today. 


Walter Kidde & Company 


631 WEST STREET BLOOMFIELD, N. J. 
Send me information about Lux fire protection. 
ne ere nEenerr ere rare Serene read ere NE cic ivivkcs ea eeGeResewes 
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| International Convention, American 
Electro-Platers’ Society 


T IS expected that one of the largest groups of electroplaters ever gath- 
ered together in one place will meet at the Berkeley-Carteret Hotel, 
Asbury Park, N. J., June 19 to 22, to attend the International Convention 

of the American Electro-Platers' Society. 





More than a score of vitally important papers, prepared by experienced 
platers and dealing with various phases of the electroplating art, are to be 
presented. Among these papers will be several that have been prepared 
» by platers from Canada, England, and France, thus affording those who 
» attend the Convention an opportunity to receive firsthand information regard- 
| ing the plating procedures and methods employed, not only in this country, 
but also abroad. 














Three distinct awards will be given for outstanding papers. The first 
of these is the Founder's Gold Medal, to be given only to an active member 
of the Society who, in the opinion of the committee, presents the best paper 
on electroplating or allied subjects. The second is the A.E.S. Gold Medal 
which is given to any member of the Society, active or associate, whose 
paper is considered best. 
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The third award presented is the Proctor Memorial Award, presented by 
the founder of the Society in memory of his deceased wife, Mrs. Herminie 
Dorothea Proctor. The third award consists of $100.00 and is open to all 
who wish to compete. The decision of the committee in all cases is consid. 
ered final. 


In making their decisions, the members of the committee base their 
selection of the best papers on the following factors: One, originality of 
thought; two, amount of work involved; three, value to electroplating; four, 
quality and accuracy of work and presentation. 





In addition to the reading of the papers, there will be discussions on thep 
outstanding developments in the finishing field during the past year. ; 
a 

One of the attractions of this year's Convention will be the plated ware 
exhibit. According to the latest reports, released by the committee in} 
charge of exhibits, the exhibit will include plated products representing the 
automotive, refrigerator, plumbing, hardware, optical goods, furniture, light-f 
ing fixture, jewelry, radio, and other industries. The committee assures every- 
one that every minute of time spent at the Convention will be worthwhile. | 
According to the plan followed in previous years, all exhibits will be entered 
in competition for prizes, and awards will be made for the best display 
by the chairman of awards. A complete explanation of the plating procedure 
required to finish each item will accompany each exhibit. 


An unusually well-rounded-out program for the ladies is planned to make} 
enioyable their visit to Asbury Park. Activities in which all may participate [ 
such as ocean bathing, theater parties, luncheons, and so on, are included 
in the program. 





Registration is the only requirement for admission to the meetings of 
the Convention for anyone engaged in metal finishing. Membership in the 
American Electro-Platers' Society is not a primary requisite in order to be 
assured of a sincere and cordial welcome. 


Every plating executive who attends the International Convention at 
Asbury Park will benefit by making himself better informed on modern plating 
practice-and thus a more valuable asset to his company. 
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“Educational Program F'or 
1939 Convention” 


Arranged by Educational Committee, 
George B. Hogaboom, Chairman 


Sessions start promptly on time! 


First Session — Monday Afternoon, 
June 19th—1:30 P. M. 
Charles H. Proctor, Presiding 
Founder, American Electroplaters’ 
Society 


1. “Notes on Adhesion of Electro- 
plated Coatings.” <A. W. 
Hothersall, M.Sc., Woolwich, 
London, England. 


2. “Distribution of Deposits on Cup- 
Shaped Cathodes.” G. F. Gar- 
dam, B.Sc., A.R.C.Sc. 

3. “Recent Developments in British 
Plating Practice.” C. F. Fran- 
cis-Clark, Ch.E. 

4. “Chemical Methods for Testing 
Thickness of Metallic Coating.” 
S. G. Clark, Ph.D. 


The above papers are contributions 
from The Electro Depositors’ Tech- 
nical Society, London, England. 

5. “Review of Electroplating Meth- 
ods in France.” M. Ballay, 
Ph.D., Consulting Engineer, 
Paris, France. 


Second Session — Tuesday Morning, 
June 20th—9:00 A. M. 


John Acheson, President 
President, Toronto Branch 


1. “The Role of Diffusion in Electro- 
plating Process.” Dr. J. T. 
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Burt-Gerraus, Toronto Univer- 


sity, Toronto, Canada. 


2. “Theoretical Training for Electro-| 
J. UE 


Dr, 
Professor of 


plating Industry.” 
MacEwan Birks, 
Metallurgy, 
Montreal, Canada. 


3. “Electrodeposition of Black Molyb-| 
R. O. Hull) 
Cleveland Branch, The Grasselli| 


denum Finishes.” 


Chemical Co., Cleveland, Ohio. 
4, “The Ampere Hour Meter.” Bur- 


ton G. Daw, St. Louis Branch) 
Inc., St 


President, 
Louis, Mo. 


Lasalco, 


Third Session — Tuesday Afternoon,) 


June 20th—1:30 P. M. 


Charles C. Conley, Presiding 
President, Dayton Branch 


1. “Chromium Plating Dies and 
Gages.” 


derson Branch, Director 


Indiana. 


2. “Anodic Coatings of Aluminum.”| 
Dr. Junius D. Edwards, Assist-) 


ant Director of Research, Alu- 
minum Co. of America, New 
Kensington, Pa. 

3. “The Application of X-ray Diffrac- 
tion to Electroplating Prob- 
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McGill University,) 





Dr. D. A. Cotton, An-) 
Re-§ 
search, Delco Remy Division,” 
General Motors Corp., Anderson, © 
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Fourth Session — Tuesday 


1. 


lems.” Herbert R. Isenberger, 
St. John X-ray Service, Inc., 
Long Island City, N. Y. 

“Bright Dipping and Electrolytic 
Brightening of Aluminum, Cop- 
per, Iron, Lead and Zinc and 
Their Alloys.” Dr. Walter R. 
Meyer, Bridgeport Branch, Edi- 
tor Metal Industry, New York, 
N.. ¥. 


Evening, 
June 20th—7:30 P. M. 


Joseph Underwood, Presiding 
President, Philadelphia Branch 


“A Study of Electrolyte Films.” 
Dr. A. Kenneth Graham, Phila- 
delphia Branch. Consulting En- 
gineer, A. Kenneth Graham & 
Associates, Jenkinstown, Pa. 
Harold J. Read, Instructor Elec- 
trochemistry, University of 
Pennsylvania, Philadelphia, Pa. 

“The Story of Steel for Electro- 
plating.” Frederick Fulforth, 
Philadelphia Branch. The Proc- 
tor Electric Co., Philadelphia, 
Pennsylvania. 

“The Modern Generator and Rec- 
tifier.”’ Guerin Todd, Chief En- 
gineer, Hanson-Van Winkle- 
Munning Co., Matawan, N. J. 


. “Time Pieces—From Sun Dial to 


Wrist Watches.” L. A. Critch- 
field, Philadelphia Branch. Ham- 
ilton Watch Co., Lancaster, Pa. 
This will be of interest to the 
ladies. The Hamilton Watch Co. 
are loaning their collection of 
Time Pieces for this paper. 


Fifth Session — Wednesday Evening, 


June 21st—7:30 P. M. 


James W. Hanlon, Presiding 
President, Chicago Branch 


1. “Addition Agents in Electroplat- 
ing Processes.” Dr. Frank C. 
Mathers, Professor Electrochem- 
istry, University of Indiana, 

June, 1939 


Sixth Session — Thursday 


Bloomington, Indiana. 

“A Review of Finishing Methods.” 
Mr. Gustav Klinkenstein, New- 
ark Branch. Vice-President and 
Technical Director, Maas and 
Waldstein Co., Newark, N. J. 

“Agitation.” Donald Wood, Bos- 
ton Branch. Reed and Barton, 
Taunton, Mass. 

“Adhesion of Electrodeposits.” 
Frank C. Mesle, Oneida Limited, 
Oneida, N. Y. 


Morning, 
June 22nd—9:30 A. M. 


Ralph J. Liguori, President 
President, New York Branch 


“The Effect of Certain Wetting 
Agents Upon Nickel Deposit.” 
Cc. B. F. Young, Ph.D., New 
York Branch. 

“Practical Suggestions for Effi- 
cient Plating Room Lay-out.” 
D. R. Hartshorn, Jr., Springfield 
Branch. Chemist, Westinghouse 
Elec. & Mfg. Co., Springfield, 
Mass. 

“Summary of Researches on Elec- 
trodeposition at the National 
Bureau of Standards.” Dr. Wil- 
liam Blum, Baltimore-Washing- 
ton Branch. 

“Porosity Tests for Nickel Coat- 
ings on Steel.” P. W. C. Straus- 
ser, Research Associate, A.E.S., 
at Bureau of Standards. 

“Dropping Tests for Zinc and Cad- 
mium Coatings on Steel.” A. 
Brenner, Chemist, Bureau of 
Standards. 

“Further Study of Measurements 
of pH in Alkaline Plating Solu- 
tions.” M. R. Thompson, Chem- 
ist, Bureau of Standards. 

“A Study of Silver Plating for 
Industrial Applications.” C. S. 
Love and A. C. Simon, Metal- 
lurgical Division, Bureau of 
Standards. 
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Sunday, June 18th. 
2:30 to 4 P. M.—Registration. 
Monday, June 19th. 


10:00 A. M.—Attend Official Opening. 
2:00 to 4:00 P. M.—Get-together Tea. 


8:00 P. M.—International Fellowship 

Club Open House. 
Tuesday, June 20th. 

10:30 A. M.—Breakfast, Hotel Mon- 
terey. Presentation of Gifts. 

Afternoon—Open. 

7:30 P. M.—Theatre Party. Ladies 
will meet in the main lounge. 
Theatre is a short distance from 
the Hotel. 

Wednesday, June 2\st. 
10:30 A. M.—Buses leave for shore 


International Fellowship Club Convention Bulletin 


Annual Luncheon 
Monday, June 19th, 12:30 
Berkeley Carteret Hotel 
Election of Officers; Arrangements 
for Open House; Group Photo- 
graph. 
The annual meeting offers an op- 


portunity for all supply manufactur- 
ers, jobbers, branch managers, and 


representatives to meet in a friendly 
atmosphere to discuss matters of in- 
terest in the industry. 


Monday, June 19th, 8:30 P. M. 


Berkeley Carteret Hotel. 
Dancing 8:30 ’till 1:00. 
Buffet Lunch will be served at 10:00. 


Music by Dave Hughes and his Or- 
chestra. 


This affair is one of the outstand- 
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Ladies’ Program 





drive and the New Jersey Goy. 





ernor’s summer home at Sea 
Girt; Luncheon at the Marine 
Grill, Asbury Park. 


Evening—Open. 


Thursday, June 22nd. 
Morning—Open. 
2:00 P. M.—Bingo Party—Hotel Mon. 


terey. Sponsored by Interna. 
tional Fellowship Club. 


Joan Trumbour Wiarda, Official 
Beggar. 


Refreshments served through 
courtesy of Ladies’ Committee, 
Newark Branch. 


7:30 P. M.—Banquet. 





ing features of the Convention and) 
provides an opportunity for all those} 


who attend to become better ac- 
quainted. Each Registration Booklet 
contains a ticket for admission. The 


entire expense of this affair is borne} 


by the manufacturers and jobbers 
selling to the Industry. 


ning with them. 


Ladies’ Party 
Thursday Afternoon, June 22nd. 


Hotel Monterey. 
Surprises are in store for all. 


This party is held under the aus-| 
pices of the Fellowship Club in co-| 
operation with the Ladies’ Commit-/ 


tee of Newark Branch. 


Golf Tournament 
Time to be determined. 


June, 1939 


Our con-) 
tributors and their representatives) 
cordially invite you to enjoy this eve-) 
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Use of Conveyors Expedites 
Production in Plating 





Department 


Where production is great enough to warrant, convey- 
orized equipment provides for smooth operation 
and minimum handling costs. 


By E. W. COCHRAN 
Foreman, Plating and Polishing Dept., National Cash Register Company, Dayton, Ohio 


HE use of conveyors for handling 
parts from one operation to an- 
other has become standard practice 
in modern production plants and de- 
partments, but is 
still very rare in 
the finishing de- 
partment. This ap- 
parent ‘‘lag’’ in 
modernizing may 
not be so much the 
fault or lack of 
effort on the part 
of production or 
conveyor engineer 
as to the inability 
to systematize the 
finishing opera- 
tions or to lack of 
need for system- 
atic handling in 
this department. 
Where _ produc- 
tion is small, auto- 
matic handling in the plating depart- 
ment may fail to effect sufficient 
economies to make it worthwhile. 
However, as production increases, the 
need for mechanical handling in- 
creases and in such a plant as that 
of the National Cash Register Com- 
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The Class 1900 National Cash Register 
is housed in a chromium finished cabinet. 


pany, Dayton, Ohio, is imperative. 


In such a plant as the one under) 
discussion, the merits of a fully con- | 
veyorized finishing department are) 


obvious. Work- 
mitted to accumu- 
late at any one 
spot; consequently, 
the production pro- 
gresses through 


and without any 
inteference that 
might cause delay 
or complete _ shut 
down. In addition, 
all operating de- 
partments have 
been carefully co- 
ordinated to keep 
the plant working 
efficiently at all 
times. With the 
handling of parts between the va- 
rious finishing operations reduced to 
the minimum, a very noticeable de- 
crease in the number of rejected 
parts has resulted. 

The major portion of the work that 
is plated in this plant consists of 


June, 1939 


pieces are not per-| 


the plant smoothly | 
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Fig. 1—View of the 
polishing department, 
where both cast and 
steel parts are pol- 
ished before plating. 


small castings and 
a wide variety of 
stamped steel 
parts which range 
from less than 
one inch in size 
to several feet 
square. The cabi- 
net frame of the cash register is the 
largest single stamped steel part that 
is plated in the N. C. R. plating 
department. The one-piece welded 
construction of this frame assures 
rigidity and maximum length of life 
under severe service conditions. The 
evenly distributed coatings of both 
nickel and chromium plate obtained 
on the cabinet by means of continu- 
ous process, semi-automatic equip- 
ment have been made possible 
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through the constant application and 
adoption of the best and newest de- 
velopments in the field. 

Cast parts, after rough grinding 
and pickling in muriatic acid, are 
transferred from the foundry to the 
polishing department to join the flow 
of stamped steel parts that arrive 
from the stamping and welding de- 
partments. A single line of produc- 
tion is then followed through the 
various plating solutions, dips, rinses, 


Fig. 2—Small parts racked on spring clip plating racks are plated in the tanks shown here. 
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and so on. 

Since the cabinet frames are of all- 
welded steel construction, there. usu- 
ally remain surface welds which must 
be removed by polishing before plat- 
ing. Fig. 1 shows a view of one 


section of the polishing department 
through which all 


stamped steel 


Fig. 3—The 7,809 

gallons of bright 

nickel plating  soly. 

tion contained in the 

tank illustrated here 

is filtered continu. 
ously, 


parts and cast 
parts pass to be 
polished before 
nickel and chro- 
mium plating. 
Two types of con- 
veying systems 
for conveying 
parts through the 
department are shown in this illus- 
tration. One is the belt conveyor 
overhead and the other is an over- 
head trolley conveyor located con- 
veniently over the line of buffing 
lathes which are positioned along the 
window wall. The workpieces can 
be taken from this conveyor and re- 





Fig. 4—The department in which the bright nickel solution is located is glass-enclosed 


thus separated from 
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the rest of 


the plant. 
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oeee ON STANDARD ORDERS 


The minute any regular order hits our delivery desk it 
gets real “RUSH” service — with red tape and delays 
eliminated — yet with careful attention to every detail. 
Action is guaranteed within 24 hours. 


+ « » ON SPECIAL ORDERS 


There’s no need to hold up production for a week or 
ten days while a special belt or disc is being made up. 
AP’s flexible production schedule — designed to be 
broken — assures 48-hour action on any abrasive spe- 
cialty . . . your order is filled in hours instead of days! 





REAL TECHNICAL HELP 


You can level off the “high spots” in finishing costs, 
with AP Technical Assistance. Your AP man is a real 
engineer with a background of extensive field experience 
. .. and is backed by the AP Laboratories on any 
problem too complicated to be solved unassisted. This 
unique sales-engineer-laboratory set-up means more profit 
from present equipment, better finishing, and lower 
cost-per-piece for every manufacturer who will take 
advantage of it. No obligation! Write Abrasive Products, 
Inc., 509 Pearl Street, South Braintree, Massachusetts. 


ABRASIVE &2 PRODUCTS 


JEWELOX @ JEWEL EMERY @ JEWEL GARNET NTR y JEWELITE @© JEWEL FLINT @© NEW PROCESS 
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placed when finished, thus eliminat- 
ing the problem of banking parts to 
be polished and buffed. 

The polishing operation is per- 
formed on five wheels, starting with 
120 grain and finishing on a 200 











Maximum lighting is provided }y 
large windows that are located op 
posite the polishing lathes and alsj 
by means of the large artificial light; 
located above. Small parts that can 
not be hung individually on thj 
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Fig. 5—A view of the chromium plating department showing stands in the foreground 
where racks are hung while workmen load them with workpieces. 


All final 
is done 


grain felt polishing wheel. 
coloring, when necessary, 
with a felt wheel. 

After the workpieces have been 
carefully polished and buffed, they 
are inspected for the quality of the 
polished finish. A thorough examina- 
tion of all parts for any minute im- 
perfections at the beginning of the 
plating cycle saves both time and 
labor and also eliminates the possi- 
bility of rejects at the final inspec- 
tion. 
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overhead conveyor are placed on tray 
racks, which, in turn, are suspended. 
from the hooks of the overhead conf 
veyor for transfer to the degreasing) 
department. Following the polishing” 
operation, the workpieces are passed 
through a Blakeslee automatic dey 
greasing unit to remove all greasq 
and oil. The degreasing process 
takes place in two stages. The work 
is first passed through a_ solvent 
consisting of trichlorethylene and 
then through a vapor section of the 
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Udylite-Cadmium is a bright, non-porous deposit of 
pure cadmium applied electrolytically to metal sur- 
faces for the primary purpose of rust prevention. + It 
is an unusual finish because of the combination of 
advantages it offers. It efficiently prevents rust, has an 
attractive appearance and costs little. + Udylite- 
Cadmium is easily and economically applied to a 
broad variety of metals by the Udylite process of 
cadmium plating—probably the most simple of all 
plating processes. x The combined research and 
service facilities of Udylite, the pioneer organization in 
the development of cadmium plating are available for 
consultation at all times. 





Udylite-Cadmium Is The 
Only Finish Offering ALL 
These Advantages 
* Efficient rust protection 

* Attractive appearance 

* Simple, economical 
application 

* Broad application to a 
variety of metals 

* Easy to solder 

* Low electrical contact 
resistance 


* Resistance to alkaline 
solutions 


THE UDYLITE CORPORATION 


1651 East Grand Blvd., Detroit, Michigan 


New York, Chicago, 


Cleveland, 





30 E. 42nd Se. 1943 Walnut St. 
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Same solvent. 

A view of the plating department 
to which the small parts are con- 
veyed for nickel plating is shown 
in Fig. 2. As the parts enter the 
department, they are removed from 
the conveyor and placed on insulated 
racks which are hung on the con- 
veyor of the nickel plating tank. 

Figure 3 shows a view of the glass- 
enclosed bright nickel plating room. 
The unit shown in this illustration 
is an automatic nickel plating ma- 
chine. In conjunction with this unit 
is an alkaline cleaning solution 
through which the racked workpieces 
are passed prior to an acid dip and 
the bright nickel plating operation. 
Immediately following the alkaline 
cleaning operation and also following 
the acid dip, the pieces are thorough- 
ly rinsed to remove whatever con- 
tamination remains on the parts fol- 
lowing the respective dips. After the 
acid dip and rinse, the parts are 
ready for the bright nickel plating 
solution. 

Where necessary or advisable due 
to the shape of the workpieces, aux- 
iliary anodes are hung on the same 
carriers with the work or upon the 
carrier immediately preceding and 
following the work that is to be 
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plated. One of the features of the 
bright nickel plating department is 
the use of continuous filtration of the 
plating solution. The equipment used 
for this purpose is shown in the fore- 
ground in the illustration. A clean 
solution is good insurance against 
pitted and spotty plated work. 

The deposits of bright nickel ob- 
tained under specification during the 
normal plating time varies little 
from 0.00075 in. An idea of the size 
of the tank, shown in Fig. 3, may 
be gained from the fact that the 
tank holds 7,800 gallons of bright 
nickel solution. Another view of 
the bright nickel plating department 
is shown in Fig. 4. © 

Following the deposition of the 
bright nickel plate, the parts are 
rinsed and transferred to the chro- 
mium plating department, a view of 
which is shown in Fig. 5. In this 
department, the workpieces are re- 
moved from the nickel plating racks 
and placed on insulated racks for 
the chromium plating process. Fig. 
6 shows a view of an operator rack- 
ing National Cash Register trade 
mark plates on the chromium plating 
racks. As shown in this illustration, 
these racks are of the spring clip 
type which hold the workpieces firm- 
ly during the 
plating operation. 

Conforming or 
auxiliary anodes 
are used to obtain 
coverage in re- 
cessed areas or 
on areas where 
throwing of met- 
al is more diffi- 


Fig. 6—The operator 

shown here is plac- 

ing National Cash 

Register trade marks 

on chromium plating 
racks, 
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FOR COMPLETE DUST CONTROL 


eo DRAWS IN 
We 


EXPELS 
CLEANED AIR 
é 
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PIPING - POWER 


The ROTO-CLONE combines the work of a dust separator and 
exhauster in a single compact unit, performing both functions 
with greater efficiency and saving space, piping and power. 
Note how the Roto-Clone is mounted directly on the dust 
hopper in the installation shown above. 

The Roto-Clone has been satisfactorily applied to the collection 
of practically every type of granular industrial process dust 
created by grinding, cutting, broaching and polishing opera- 
tions; crushers, pulverizers, elevators, and belt transfer points; 
a conveying, mixing and applying material in granu- 
ar or powdered form. 

Write for complete information — and Roto-Clone bulletin. 


AMERICAN AIR FILTER CO., INC. 


Incorporated 


130 Central Avenue Louisville, Ky. 
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cult. To prevent the metal from burn- 
ing or the chromium metal from pil- 
ing up on the work, bleeders or thieves 
are used. Ordinary steel wire used for 
this purpose is attached to the nega- 
tive side of the rack and aids great- 
ly in obtaining smooth and even de- 
posits of metal. 

A drag-out spray rinse follows 
chromium plating. <A view of this 





Fig. 7— A spray 

rinse is used to re. 

duce chromium pplat- 

ing solution drag-out 
loss. 


rinse in operation 
is shown in Fig. 7, 
The spray is di- 
rected downward 
against the work- 
pieces, thus forc- 
ing out any chro- 
mium plating so- 
lution that has 
been deposited in 
recesses or crev- 
ices. The solution 
obtained from 
the drag -out is 
used for making 
additions to the plating bath. The 
thickness of chromium plate obtained 
according to specification is 0.00002 
in. When necessary, the chromium 
plate is color buffed, otherwise the 
cabinet frame parts are passed 
through the regular routine final in- 
spection and transferred to _ stock- 
rooms where they are stored until 
ready for use. 








“From A Cleveland Laboratory.’’ The 
Sherwin-Williams Company, 101 Prospect 
Ave., N. W., Cleveland, Ohio, has just 
released a 24-page pictorial and techni- 
cal report in color, on what is said to 
be one of the most interesting devel- 
opments for wide industrial use in paint 
history. A product described is the S-W 
Kem Lustral Enamel, a versatile finish 
that can be brushed, sprayed, dipped, 
air-dried or baked, and applied to metal 
surfaces subject to interior or exterior 
exposure. Kem Lustral is said to serve 
1001 specialized product finishing and 
maintenance needs and sets a standard 
of quality at low material cost. 

Kem Lustral is said to produce a 
smooth, mirror-like finish of remarkable 
sales appealing beauty, and to maintain 
its toughness, gloss and color excep- 


24 PRODUCTS FINISHING 


tionally well under exposure. 

Several outstanding qualities of Kem 
Lustral Enamel are greatly simplified 
finishing schedules, and new opportun- 
ities to improve quality and cut costs 
on finished units. 

Kem Lustral Enamel is available in 
all colors. It is built around a new kind 
of synthetic resin and this resin is said 
to be responsible for the unique work- 
ing qualities and beauty of this enamel. 
Kem Lustral is recommended for in- 
numerable finishing tasks, ranging from 
small toys and utensils to metal sta- 
diums. 

Copy free upon request. 


Mention PRODUCTS FINISHING when 
writing to advertisers. 


June, 1939 











ay 


lat. 
out 


ion 


di- 
ird 
rk- 


ed 
102 
im 
he 
ed 
in- 
k- 
til 


2m 
ed 
n- 
its 


in 
id 
= 
al. 
n- 


a- 


on 

































June, 1939 


. . . Designed to Meet 
the Manufacturer’s Requirements 


In this installation, as in numerous others re- 
cently completed by Mahon, the manufacturer 
turned the entire finishing problem over to 
Mahon engineers. In so doing he relieved 
himself of all doubt as to the operating effi- 
ciency of the finishing system when com- 
pleted . . . he was confident that the various 
phases would be properly coordinated and 
arranged in a compact, efficient assembly 
carefully worked out in conjunction with his gen- 
eral production plan. You too, can profit by the 
wealth of experience gained by Mahon engineers 
through years of close contact with production 
finishing in every industry. Write today — consul- 
tation with Mahon engineers will not place you 
under any obligation. 


THE R. C. MAHON COMPANY 
DETROIT — — CHICAGO 


Designers and Manufacturers of Complete Finishing Systems, 
Rust Proofing Machines, Metal Cleaning Machines, Hydro- 
Filter Spray Booths, Ovens of all Types, Hydro-Foam Dust Col- 
lectors and many other Units of Special Industrial Equipment. 


“1 OU WN 


PRODUCTS FINISHING 





25 








URING the past four months the 

writer of this series has per- 
sonally appeared before and spoken 
to a number of the local branches 
of The American Electroplaters So- 
ciety on the general subject, “The 
Barrel Finishing of Metal Products.” 
Either during the course of, or after 
every one of these meetings, the 
question of what to do about the 
finishing of plastic materials in bar- 
rels was raised. Had I conducted 
any research in the matter—what 
were my conclusions—was the prac- 
tice as at present used practical— 
what were the best materials to use 
and the best manner in which to ap- 
ply them—how did the operation 
compare with the finishing of metal 
products and why couldn’t the same 
methods be used for both. 

The readers of this series are, of 
course, familiar with the fact that 
thus far the discussion has all been 
based on operations to be performed 
on metal products either in prepa- 
ration for plating or some other form 
of subsequent finishing or else bar- 
rel operations following the deposi- 
tion of the plate. 

We have been asked at one time 
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Barrel Finishing 


of 


Metal Products 


- .! A brief discussion of ‘the - 


current practice in the barrel 


finishing of plastics. 


By H. LeRoy BEAVER 


or another such questions as how 
to separate small rubber wheels used 
on toys from a complete molded 
matte, remove the projections or fins 
and deliver the wheels from the bar- 
rel completely finished in one opera- 
tion—to devise a method for finish- 
ing horse shoes in a barrel both be- 
fore and after cadmium plating and 
also barrel methods for burnishing 
pipe in ten-foot lengths—but these 
are not much. further removed from 
the customary metal finishing prac- 
tices than to go direct from metals 
to such an entirely different product 
as the present day plastics. 

During the past thirty years we 
have probably had more different 
parts made from a wider variety of 
materials in our barrels for research 
experimentation than any other or- 
ganization in existence and it would 
be strange indeed if plastic materials 
had not also had their share of at- 
tention though not to so great an 
extent as have the various metals 
formed into a multiplicity of products 
fhrough regular manufacturing chan- 
mels. 4° 

Briefly then, we understand the in- 
vention of the modern plastic is gen- 
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erally credited to Dr. L. H. Baek- 
land, who previous to plastics had 
won considerable attention as the in- 
ventor of what is familiarly known 
as Velox photographic paper. Some- 
time in 1907 he succeeded in produc- 
ing something entirely new and for 


. which there was no known natural 


equivalent. His product had one new 
characteristic. It rather resembled 
a natural resin, was soluble in alcohol 
and acetates and would melt. How- 
ever, when heated and subjected to 
pressure its nature changed complete- 
ly (a chemical process called “poly- 
merization”). It became hard, indif- 
ferent to heat and wholly insoluble 
by any agent. It was tough, hard, 
smooth, mechanically strong and cur- 
rent resisting. Thus we had Bake- 
lite, a material of thou- 
sands of uses, far too 
many to be specifically 
enumerated. 

From this beginning, 
down to the present time, 
literally hundreds of vari- 
eties in plastic materials 
have been developed and 
introduced and in every 
color of the spectrum, 
varying through all shades 
and tints into the delicate 
pastel shades, marbelized 
effects and a wide variety 
of tone color combina- 
tions that have lent them- 
selves to a wide line of 
decorative features as 
well as altogether practi- 
cal applications in a wide 
variety of parts for every- 
day use. Most of the 
interior trim for auto- 


Fig. 1—lIllustration showing a 
“wasteless” type of plastics 
slicing machine. 
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mobile bodies, and for household ap- 
pliance plastics are rapidly coming 
into wider and wider favor and it is 
not strange that interest in methods 
for the commercial finishing of the 
plastic parts should be paramount. 

The methods of forming the plas- 
tic materials into commercial blanks 
vary. Some are molded under pres- 
sure in so-called ‘injection’ ma- 
chines, using granulated plastics such 
as acetate, urea or tenite while others 
are molded from bakelite powders, 
duer, and so on. The various names 
given to these plastic materials by 
various producers are almost legion, 
and it is not our intention to even 
undertake to mention specifically even 
a small part of them. 

Irrespective of the type of mate- 
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rial the processes used for finishing 
such parts in barrels follows pretty 
much the same general procedure on 
all, but the barrels, with respect to 
size, shape and general construction 
and operation as well as to the mate- 
rials used in processing are very de- 
cidedly different from what would be 
used in finishing average metal prod- 
ucts by the use of steel balls and 
steel shapes with a soap lubricant, 
even though generally the operation 
of the barrels themselves follow 
somewhat the same general rules. 
As to the formation of the plastic 
blanks in the first instance, among 
many the impression seems to pre- 
vail that anything that is made from 
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Fig. 2—An abrasive cut-off wheel 
machine for forming plastic blanks, 


plastic materials must be 
either injection molded or 
else turned from the plastic 
material in rod form. This is, 
of course, not true because 
thousands of products are 
made from plastic materials 
which are sliced from sheet, 
rod or strip material, while 
many others are cut from 
commercial shapes by ma- 
chines equipped with flexible 
abrasive wheels. Many of the 
plastic parts available today 
at almost unbelievable prices 
would not be possible were 
it not that the blanks are 
first formed either by slicing 
or abrasive wheel cutting. It 
it not unusual for these slic- 
ing machines to produce any- 
where from 20,000 to 60,000 
blanks per hour and these 
slicing machines, a popular 
_j one of which is illustrated 

ie in Fig. 1, will handle rod 
stock from % in. up to 3 in. in 
diameter. 

The plastic material is first softened 
for slicing by immersion in hot water 
and then fed into the machine, the 
action is rapid, clean cut, and many 
of the blanks from which commercial 
plastic parts are made are first 
formed in this way. 

In the abrasive wheel type of form- 
ing for plastic parts the operation 
is performed wet and also the mate- 
rial in whatever form the raw stock 
may be is fed into the machine either 
by hand or force feed. Such an abra- 
sive wheel machine is illustrated in 
Fig. 2. 

This abrasive machine, when taken 
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A ease of plating perfection... 


Community Pate 


Chest of Community Plate, 
in Coronation design. 





after cleaning with QRTHOSIL 


I, COMMUNITY PLATE, made by Oneida 
Ltd., the silver plating must be as near 
perfection as skill and care can make 
it. It must be durable, for this ware may 
be passed down from one generation to 
the next. Above all, it must never peel. 


Both the metal cleaning and the plat- 
ing operations are performed in auto- 
matic machines. Oneida Ltd. has made 
a study of metal cleaners over a period 
of 25 years, and it is significant that 
after exhaustive tests Orthosil was se- 
lected for electrolytic cleaning. The re- 
sults are an unusually thoroughcleaning 
which permits perfect adhesion, and an 
appreciable saving in cost. In addition, 
because Orthosil is a basic alkali, no 
chemical mixture is required. 


Even though your own cleaning oper- 
ations may not require a similar per- 
fection of finish, you will find that 
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TRADE MARK 


Orthosil offers many advantages. It is 
widely used as a cleaner in heavy indus- 
try, for ferrous metals and brass. Being 
water-free and containing noweak ingre- 
dients, it provides outstandingly quick 
action. Especially effective in electro- 
lytic cleaning because of its high con- 
ductivity. Cuts through coatings of 
grease and oil—prevents dirt from re- 
depositing—leaves the metal clean and 
ready for further processing. It is dry, 
highly concentrated, economical. 

Why not let Orthosil start cutting 
costs for you? 

Pennsylvania Salt Manufacturing Co., 
Widener Bldg., Phila., Pa.—New York- 
Chicago : St. Louis - Pittsburgh -Tacoma 
+ Wyandotte 


PENNSYLVANIA SALT 
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with the illustration of the slicing 
machine shown in Fig. 1, represents 
the best of the currently developed 
machines for the particular purpose 
for which they are intended. We thus 
see that these blanks of plastic mate- 
rials may come to the finishing bar- 
rels either molded, turned from rod, 
sliced or cut with an abrasive wheel 
operation. 

Burnishing soap solution and steel 
balls or steel shapes cannot be used 
in plastic finishing. We tried that 
back in 1927 before we knew as muth 
as we now know about the relation 
of specific gravity of the finishing 
material and the parts to be finished. 
We at that time even tried rough 
ground steel balls where the surface 
was not unlike the serrations on a 
file, but to no avail. We then coated 
the steel balls with glue, depending 
on the rough surface to act as a 
binder and then rolled the glue coated 
ball in fine abrasive materials, still 
to no purpose save to badly scratch 
the surface of the parts first because 
the finishing medium was entirely too 
hard and secondly because the plastic 
parts due to their lesser specific grav- 
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ity or lesser inertia simply floated 
on top of the mass. From this we 
learned that the binder medium, ir- 
respective of its composition, or the 
base material on which it is placed, 
must be soft and pliable, and the 
whole naturally of lesser specific 
gravity than that of the parts we 
desired to finish. 

Prior to 1920, celluloid parts were 
to some extent finished in barrels 
by a wet method, which was sloppy 
in the extreme, and most everyone 
at that time feared to undertake any 
method that even leaned toward dry 
finishing because with the materials 
then used, the barrel speeds and the 
amount of heat generated in the 
process, the danger of trouble aris- 
ing from the creation of static sparks 
in a mass of dry materials rubbing 
together was very great. Some bar- 
rel finishing was undertaken on plas- 
tic parts by tumbling them in a 
solution of vienna lime and water for 
from 18 to 24 hours to smooth the 
surface, followed by a finish tum- 
bling operation in an oblique tilting 
type of wood barrel using sheepskin 
scrap as the burnishing medium, and 
while we thought the 
finishes obtained in 
this way were pretty 
elegant, in the light of 
present day methods 
and results, the finishes 
we then obtained in 
this way would not be 
acceptable today even 
on two operation fin- 
ishes such as is given 


Fig. 3—A triple barrel as- 
sembly for providing the 
three-step finishing cycle re- 
quired for finishing plastics. 


June, 1939 















































Oo 88 Os” Oo + @D SX 


wa aS Ss = Va = ee. wae 





Now ome Introduces a 
BONDERIZED LINE OF STEEL 


kitchen - units 


Bonderizing gives Acme Steel Units the same effective 
finish permanence as found on automobiles, steel windows, 
screen frames, bath room cabinets, refrigerators, air con- 
ditioning equipment, steel partitions and many other prod- 
ucts, where rust prevention is important. 


With Bonderizing under the enamel, finish adhesion is in- 
creased and the metal is effectively sealed from moisture, 
retarding rust development and creepage. 


Leaders in all industries, making products of iron or steel, 
where finish stability is vital to customer approval, are con- 
sistent users of Bonderizing as a rust inhibiting base for 
paint, enamel or lacquer. 





Book 


For more than 
24 years, this 
company has 
devoted its 
entire time, talent and energy 
to the improvement of  rust- 
proofing methods. A new book 
describing Bonderizing is available 
to manufacturers and technical 
men. Send for your copy today. 





PARKER RUST PROOF CO., 2112 E. Milwaukee Ave., DETROIT, MICH. 
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to novelty numbers for the 5 and 10 
cent store trade. 

The method of hand polishing plas- 
tic parts with wheels and abrasive 
composition such as tripoli are about 
60 per cent equal to the same opera- 
tions on metals, but as we have in- 
dicated, the barrel finishing of plas- 
tics is very much different in pro- 
cedure from what would be used on 
metal products. 


Coming now to the kinds and sizes 
of barrels applicable for the finish- 
ing of plastics we find that they 
differ very materially both in con- 
struction, operations and general ap- 
pearance, from those used on the 
average barrel finishing application 
on metals. Generally speaking, a 
satisfactory size of barrel might be 
16 in. wide by 30 in. in diameter, and 
we could almost designate this as an 
all-purpose barrel size. Barrel sizes 
commonly used in the process of plas- 
tics finishing are 24 in. x 48 in.—2 
compartment; 21 in. x 48 in.—6 com- 
partment; 30 in. x 48 in.—2 com- 
partment; 30 in. x 42 in.—2 compart- 
ment and 24 in. x 36 in.—2 compart- 
ment, and barrels in these size ranges 
may be had in either all-maple con- 
struction or else with light steel shell 
maple lined. The maple lined steel 
Shells seem to be the variety most 
preferred for the reason that they are 
more stable; there is no leakage at 
the joints to provide for dust to sift 
through, and the liners are very 
easily replaced when worn. 


We have been asked why, in con- 
nection with plastics finishing, some 
of the barrels that are offered are 
shown in illustrations to be in banks 
of three high and in some cases two 
high while others are shown strung 
out in line such as those illustrated 
in Fig. 3. In the three barrel high 
type the prime _ consideration in 
mounting them in this way is the 
conservation of floor space, and you 
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will seldom find this type offered or 
recommended unless for this specfic 
reason. Banks of barrel two high 
are entirely practical both from an 
operating as well as a floor space 
conserving installation, while the 
three barrel units strung out in line 
are, of course, to be desired where 
the necessary floor space is available. 
Double and triple mountings of this 
sort would hardly be considered prac- 
tical in barrel finishing metal prod- 
ucts with steel burnishing material 
because of the great difficulty that 
would be had in both loading and 
unloading the barrels with their 
greater weight of materials. The fin- 
ishing materials used on plastics be- 
ing comparatively light are rather 
easily handled in the double and 
triple bank installations. 


While it is true that plastics have 
surged into popularity very strongly 
in a comparatively brief time, there 
are only a few processers we would 
consider as being in the “big busi- 
ness” classification. For the most 
part, the plastic finishing industry up 
to this time is confined to mostly 
what we would term the small type 
of manufacturer. Naturally, any- 
thing coming into popularity so 
quickly would excite a lot of atten- 
tion and in this way we have a lot 
of small processers mostly strug- 
gling along, due perhaps to the very 
strongly competitive state of the busi- 
ness at this time. 

As we well recall when chromium 
plating was first introduced it was 
predicted that all other metals, in 
the face of chromium, must rapidly 
find themselves in the discard, a pre- 
diction that was never realized, and 
we can see no reason for the same 
sort of hysteria among the plating 
fraternity in the case of plastics. In 
many cases we suspect that, like in 
the case of chromium, the wish was 
father to the thought, and while plas- 
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Aduance Quality Materials 


for every industrial purpose 


are produced in a plant modernly equipped in every de- 
partment ... assuring users of uniform orders . . . insuring 
your finishing department against costly delay in sched- 
uled production .. . the saving over antiquated methods 
and machines is passed on to youl!! Prove for yourself 


how ADVANCE FINISHES will save you money. 


ADVANCE PAINT COMPANY 


Manufacturers of Wood & Metal Finishing Materials 
INDIANAPOLIS, INDIANA 
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tics can and do have much in the 
way of beauty and utility, they are 
also limited in their applications. We 
need only to look about us to see 
that in a very great majority of their 


applications they are really used ASiei 


a decorative adjunct to an electro- 
plated metal product. Even should 
they come within the scope of inter- 
ference with the present activities of 
the plater, it will not be at all dif- 
ficult for any average intelligent 
plater to very quickly grasp the es- 
sentials of the finishing operations 
involved in plastic products, and such 
finishing can and eventually will 
likely be a part of the facilities of 
any average general plating estab- 
lishment. Even though the equip- 
ment necessary for the finishing. of 
plastics differs from that used: in 
the finishing of metal products gen- 
erally, it is not expensive either in 
first cost or operation, and the com- 
pounds and materials as at present 
used in the process are readily avail- 
able and comparatively inexpensive. 


Now as to the compounds, so- 
called, that are the basis of the cur- 
rent finishing practice. Some of our 
inquirers have asked why they should 
be so surrounded with mysterious 
symbols such, for example, as Mate- 
rial 1 CP and Material 2 CP. There 
really is nothing mysterious about 
these designations, and we doubt very 
much whether manufacturers of the 
materials using them ever intended 
that they should be mysterious in any 
sense. The “Material” part of the 
designation merely signifies maple 
wood fibre (it is hardly fitting to 
call the material sawdust, because 
it is specially ripped from maple 
wood to secure as nearly as possible 
a jagged wood fibre form, fairly close 
to size) and differs from average run 
of mill sawdust. The initials C. P. 
simply mean “Chemically Prepared,” 
so that Material 1 C. P. would mean 
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Maple Wood Fiber Chemically Pre- 
pared and blended with either polish- 
ing or abrasive material number 1. 
The same would be applicable to 


number 2, or as the case might be. 


It provides a simple form to desig- 
nate a given form of material. 

The Chemical Preparation is a 
combination of various waxes and 
solvents, no one of which will func- 
tion satisfactorily by itself, because 
continued research has determined 
the proper combination, and _ the 
waxes and solvents are blended with 
the proper abrasive polishing me- 
diums so that the action instead of 
being hard and harsh as would be 
the case with a hard glue set up 
material, is soft and pliable, and 
necessarily so in the case of plastic 
materials. In addition to this, their 
action is very largely controlled by 
the degrees of heat generated within 
the barrel while the process is in op- 
eration. While we are quite familiar 
with all of the combinations of mate- 
riais, we feel that it would be a 
little less than fair to disclose them, 
for they constitute the “stock in 
trade” of manufacturers who have 
spent years of time and thousands 
of dollars in the research required in 
their development. Sufficient to say 
that of the abrasive and polishing 
materials used they almost run the 
entire gamut of Mohs’ scale of min- 
eral hardness. 


Depending on the type of first 
forniing of the blanks, different pro- 
cedures are employed. Articles that 
have been molded from Bakelite pow- 
ders and have a fin or flash are gen- 
erally given a preliminary operation 
in what is termed a “screen barrel” 
where ordinarily in from 10 to 30 
minutes of operation as much as 85 
per cent of the fins are removed, and 
in further processing the surface even 
where these gates have been broken 
off in the screen barrel, comes up 
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with a fine finish generally acceptable 
to the customer. 

Now, aside from the chemically 
prepared mixtures as previously de- 
scribed, the only other material form 
used in the operation is hardwood 
pegs similar in type to the well- 
known “shoe pegs” which are used 
to attach uppers to shoe soles. In 
cases where pegs are used with No. 1 
mixture, the pegs are impregnated 
with the same waxes and solvents 
used in the chemically prepared mix- 
ture but without abrasive. They pro- 
vide the weight medium used in the 
process. Many suppose that the plas- 
tic parts are operated solely in the 
sawdust treated medium, but this is 
incorrect because only a compara- 
tively small quantity of the C. P. 
mixture is used in proportion to the 
quantity of pegs. 

Generally, in loading or charging 
a barrel pretty much the same pro- 
cedure applies as in barrel finishing 
with steel burnishing materials ex- 
cept that in the case of plastics the 
proportion of mixture and pegs is 
generally started basically at from 
2% to 3 parts of C. P. and pegs to 
one part of the plastic parts. As in 
the barrel finishing of metal products, 
this is not a hard and fast rule but 
simply a basis from which one may 
work upwards or downwards as ex- 
perience best dictates. 

On some types of molded parts 
where the gates are very heavy, and 
on some turned parts, it may be nec- 
essary at times to use a machining 
operation on a spinning lathe or a 
sandpaper wheel followed by a short 
barrel operation with somewhat 
coarser and faster cutting abrasive 
in perhaps as much as a 70-30 mix 
to obtain a preliminary finish such 
as is generally secured by a process 
known in the trade as “ashing,” fol- 
lowing which the normal regular pro- 
cedure is carried through. 
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It should be understood that the 
roughing operation, such as the one 
immediately heretofore described and 
the 1 CP and 2 CP operations are all 
preliminary to the final burnishing 
or polishing operation. In the latter, 
a composition also composed of va- 
rious waxes and solvents is used with 
wood pegs treated with the same 
preparation, which in this case is 
known as a “burnishing cream.” In 
operation the parts become warm, the 
temperature generally averaging 
from 85 to 100 deg. in winter and 
from 96 to 110 deg. in summer. 
These temperatures cause the wax 
solution to form a film which deep- 
ly impregnates the surface of the 
plastic, and which up to this time 
are operated in a closed barrel. Gen- 
erally after 2%2 to 3 ‘hours of run- 
ning in the burnishing operation, the 
solid door of the barrel is removed 
and a screen door fitted in its place. 
This permits cooling of the mass, 
after which the pressure of the wood 
pegs against the plastic parts seek- 
ing to pass through the mass as the 
barrel revolves, will, in from one- 
quarter to one-half hour, bring the 
parts up to a very brilliant and hard 
surface finish. This of course re- 
fers to the final or burnishing opera- 
tion. 

To those who might be interested 
in the weight of the materials, the 
1 CP mixture will approximate 7 
pounds to the peck and the 2 CP 
approximately 6 pounds to the peck, 
while the plastic parts will average 
two to three times this weight for 
an equal volume. It will thus be seen 
that at no time is there any difficulty 
in keeping the plastic parts well con- 
fined within the mass of finishing 
materials and pegs and they at no 
time float on top of the mass, as 
they would do if one attempted to 
use steel burnishing material in car- 
rying out the process. 
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A TYPE FOR HIGH SPEED— SEMI OR FULL — 
AUTOMATIC—OR HAND POLISHING OT 
* " The . 
5 FEATURES ‘AIRWAY fast 
Permanent tapered spindle llc 
adapters supplied on all small COOLING : he 
“ea for use on tapered 1. Permits 50% to 100% higher speeds. equiv 
ba 2. Faster cutting and does not ridge the work. wid 
3. Eliminates burning. 

4. Raveling eliminated, requires no raking. MA 
5. Saves compound. nts 
Made in all grades of cloth. Only bias mate- ravel, 
rial used. Available diameters 5" to 18". Cent 
i custo 
sy Use half as many sections. Wr 
Wears twice as long. je 

Costs half as much. 
cer 

21-03 41st AVENUE 











Airway j,i Burrs 


VENTILATION 


The AIRWAY BUFF is used with metal center plates and flanges so arranged as to allow 
the centrifugal action of the buff to draw air in at the sides of the wheel and pump it 
out radially between the buff sections. This circulation of air through the AIRWAY 
keeps it cool under most severe operating conditions, entirely eliminates burning and 
thus prolongs the life of the buff. This permits 50% to 100% higher speeds. 


COMPOUND SAVING 


The bias construction of the AIRWAY eliminates ravel and wasting of buff as well as 


































compound. 

The ventilating feature keeps the buff cool and reduces the tendency of the compound to 
melt and be thrown off. 

The AIRWAY should not use more than 50% of the compound used with a conven- 
tional buff. 


OTHER ADVANTAGES 


The AIRWAY requires no raking, has a very 
fast cut and does not ridge the work. It is 
clean because there are no cross threads to 
pull out and the composition stays on the buff. 


WARNING NOTICE 
Jackson Buff Corporation of Long Island 
City, New York, has rights to U. S. Patents 
Nos. Re 19,894 and 2,140,208 which have 


It has a wide face and usually two sections are broad claims covering an air-cooled buff hav- 
equivalent to four of the conventional buffs. ing means for the admission of air through 
This should be considered when comparing the sides of the buff. Owner intends to pro- 
prices with conventional buffs. tect these rights and to stop infringement. 


MATERIAL USED 


Special sheeting used for cutting or coloring 
as your requirements demand. All bias cut, no 
ravel, no waste, no dirt. 


Center plates and flanges made to suit the 
customer's spindle diameters. 


Write us direct for samples 
or get in touch with a Li- 
censed Jobber or Distributor. 


CORPORATION 


LONG ISLAND CITY,N.Y. 



























Loose Full Disc—All Oblique Folded, Pocket Buff— Special Arc Blue Streak J] Radial B 
grades of material All grades of material Sewed—All of — All gi 
materia 


WE ARE NOW MAKING EVERY TYRBU 


All Conventional Type Buffs at last availabwith 


Ventilation eliminates burning and prolongs the life fhe bi 
the price is the same with qitho 


Below illustrates specialf a 
permanently attached ven- 
tilated centers, 









MacFarl. 
City, N 
Nos. Re 
broad cl 
Write us direct for samples ing me: 


the side 


or get in touch with a Li- tect the 
censed Jobber or Distributor. 
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Radial Blue Streak Sewed Full Disc or Unbleached, Bleached Mac Farland Special Arc Sewed 
— All grades of material or Colored Sewed Pieced— —All grades of material 
All grades of material 


ABUFF WITH FULL VENTILATION 
bwith Full Ventilation at No Extra Cost 


e fhe bulf resulting in a saving of at least 29%. Remember 
ithout ventilation. 
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Below illustrates assembly of 
center plates and flanges in 
all types. 


WARNING NOTICE 
MacFarland Mfg. Company, Inc., Long Island 
City, New York, has rights to U. S. Patents 
Nos. Re 19,894 and 2,140,208 which have 
broad claims covering an air-cooled buff hav- 
ing means for the admission of air through 
the sides of the buff. Owner intends to pro- 
tect these rights and to stop infringement. 








LONG ISLAND CITY, N. Y. 











Now as to nominal operating cy- 
cles. Parts made from cast resins, 
for example, and turned in automatic 
turning machines, or formed with 
automatic flexible wheel grinding 
machines are first placed in a barrel 
with the proper quantity of 1 C. P. 
Mixture and pegs and operated from 
8 to 12 hours and in some cases as 
much as-16 hours. This operation 
removes tool marks or other defects 
and provides a smooth surface. 


The second operation is much the 
same as the first, but not, however, 
performed in the same barrel. This 
operation requires finer materials and 
the operating cycle is from 12 to 16 
hours and in some cases 18 hours. 
These two operations prepare the sur- 
face for the final or burnishing op- 
eration which is done with the cream 
solution and with pegs, no abrasive 
medium being used, and the time 
requirement for this final operation 
is generally 3% to 4 hours in the 
barrel with a tight lid, followed by 
% to % hour in the same barrel 
with the screen lid. Generally, the 
complete cycle for the finishing of 
plastic parts will run from 18 to 36 
hours, including all three operations. 

There is another reason why we 
see barrels for plastics finishing gen- 
erally operated in groups of three, 
and that is that there are three steps 
in the process, three different finish- 
ing mediums and the barrels in each 
operation operate at a _ different 
speed. Taking a popular barrel size, 
say, a 30 in. x 36 in.—2 compartment, 
each compartment being 18 inches 
wide and 30 inches in diameter. For 
the first operation the speed would 
be from 26 to 31 r.p.m.; for the 
second operation 21 to 25 r.p.m. and 
for the third or final operation 29 to 
35 r.p.m. Naturally the size of the 
parts and the degree of hardness of 
the plastic material largely dictates 
the proper barrel speed. 
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To give some approximate idea of 
production volume we might use, as 
an example, buttons of 1 in. size 
formed from plastic material which 
might be operated in one of the com- 
partments of the barrel just de- 
scribed in lots of 35 gross or approxi- 
mately 5,000 buttons finished per load 
in the three steps constituting the 
cycle. 

To many the operating length of 
time for each operation in the cycle 
may be considered as_ excessively 
long, and by some it is argued 
that the process while mechanically 
possible, is not so satisfactory from 
a practicable point of view, and that 
in order, in some cases at least, to 
get out necessary production, too 
much equipment, hence too much 
floor space would be required. The 
writer recognizes all of this but 
points out that plastic finishing, even 
though much research has been done, 
is still comparatively new, and the 
search for other and different mate- 
rials to speed up the production still 
goes on and eventually plastics: will 
be finished in approximately the same 
operating time and under much the 
same conditions that now apply to 
the finishing of metal products of 
the same general character. 


The writer wishes to gratefully acknowledge 

the courtesy of the Lupomatic Machine Co., 

Inc., 4510 Bullard Ave., New York City, for 

supplying the cuts used to illustrate this text, 

and to Mr. J. Bupo, Jr., for his invaluable 

assistance in checking up the text for accu- 
racy of current procedure. 





Air Motored Mixer Catalog. <A four- 
page 8% x 11 catalog describing a com- 
plete line of air motored agitators, both 
direct and gear driven, has just been 
published by the Pneumix Division, 
Eclipse Air Brush Co., Inc., 398 Park 
Ave., Newark, N. J. Many safety fea- 
tures and variable speeds are set forth, 
together with illustrations of actual in- 
stallations of these mixers. 

Copy free upon request. 





Mention PRODUCTS FINISHING when 
writing to advertisers. 
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Worcester, Mass. 
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Modern 
Polishing 
for 
Modernistic 
Furniture 


ALUNDUM ABRASIVE 


Foor jobs such as this polishing of tubing for 

modernistic furniture, they like the "plus" fea- 
tures of Alundum Abrasive that mean lowest cost 
polishing. 


Special tests at the electric furnace plant assure 
its hardness and toughness; special crushing and 
screening processes assures its accurate shaping 
and sizing; special surface treatments give it extra 
— ae “sticking power on the wheel 
ead. 


NORTON ABRASIVES 
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OME few weeks ago, the writer 

was consulted upon a problem 
of what appeared to be one involv- 
ing a nickel plating solution, but upon 
closer analysis, the question evolved 
less in that category than into a 
method of polishing and purchasing, 
or rather the purchase specifications 
for raw materials. 

It has frequently been found to be 
fact that such a supposedly knotty 
problem has eventually resolved it- 
self into a simple solution opposite to 
the one originally indicated, and it 
is with this thought in mind that a 
few of these problems, personally met 
during the past year, are here pre- 
sented in an endeavor to stimulate 
reader interest into constructive 
channels of thought for the invention 
of methods for their solution; or to 
at least give a feeling of superiority 
by the knowledge possessed by the 
reader of their simple solution, as 
opposed to the writer’s lack of ade- 
quate information. 

So many letters and comments 
have been received from previous 
writings on steel specifications that 
it would be logical to start with the 
specification problem as a beginning 
and advance from there, over a nor- 
mal sequence of finishing operations. 

The importance of this problem 
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Thought-Provoking 
Problems in the 
Finishing Industry 


By FREDERICK FULFORTH 


Supervisor of Finishing, The Proctor Electric Company 


may be realized from the fact that 
the Research Committee of the Amer- 
ican Electro-Platers’ Society started 
last July to study the effects of basis 
metals on electrodeposited coatings 
in connection with their research 
associate, Mr. Paul Strausser, at the 
Bureau of Standards in Washington, 
D. C., under the direction of Dr. Wil- 
liam Blum. 

No results have as yet been pub- 
lished, but it is certainly permissible 
to speculate that the work must have 
been complicated by the difficulty in 
procurement of uniform strip steel, 
in regard to grain size, temper, and 
inclusions; as well as an adequate 
method for classifying and testing 
worked sections, especially for poros- 
ity before and after plating. 

It is fairly well recognized that 
the independent cold reroller is in 
the best position to supply uniform 
strip steel, since his whole setup lies 
in specialty work rather than in the 
production of tonnage; in which po- 
sition the hot roll mills support him 
by supplying coils of strip to his 
specification as rolled from their orig- 
inal billet analyses for his purpose. 

Now the user of strip. steel is pri- 
marily interested in obtaining a high 
finish, with adequate protection in 
some form against handling scratches 
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and die marks so that the fabricated 
stamping may be plated, so far as 
possible, without polishing, and to a 
large extent, with bright nickel, re- 
quiring no after buffing to develop 
high lustre. 

One problem immediately appears 
and at one time was believed solved 
by the introduction of oiled paper 
between sheets, but the workability 
of oiled paper was found to be lim- 
ited. It is believed that a much 
better substitute must be obtained 
which will have permanent adher- 
ence in intimate contact to the sur- 
face of the strip and yet sufficient 
flexibility to withstand at least right 
angle bending without cracking, 
while at the same time not increas- 
ing the net consumer cost beyond 
a small reasonable extra. 

Latex and synthetic coatings have 
been proposed but the cost is be- 


lieved prohibitive for even one side 
coverage, while the problem of pro- 
tecting the other side against cor- 
rosion becomes acute when it is 
known that oils will interfere with 
the adherence of both of these com- 
pounds. 

Or again, as recently expressed to 
the writer by the metallurgist of one 
of the independent rerollers, “If we 
could develop a paper which could 
be used while heat-treating our coils 
at 1,225 deg. to 1,350 deg. F., the 
problem of scratches would be solved, 
since we use and throw away as 
many as four sets of papers between 
leaves of coils elsewhere in our roll- 
ing, trimming, and so on, but must, 
so far, handle them in the annealing 
furnaces without inter-leaf protec- 
tion.” 

Here, then, lie an interrelated se- 
ries of problems for which there 
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MILLER ANODE GLOVES , 








. Vs ‘SY? ot 


[aw Fw ae FS eS Ue 





* Satisfy your workmen. Supply them with Miller 
Anode Gloves. Hands don’t tire as quickly in these 
highly flexible gloves. 

These quality gloves will save you money, too. That’s 
because they are produced by the Anode process which 
retains all of pal ie original strength and gives it 
unusual age resistance. 

The Miller line is complete, offering a selection of acid 
and industrial gloves with wrist-length rolled cuffs or 
5” and 9” gauntlets in a wide range of thicknesses. 
Select the ones best suited to your needs and put them 
to the test. You will discover, as have hundreds of other 
users, that Miller Anode Gloves are the only ones you 
can afford to use regardless of price. 

Call your local jobber now. If he cannot supply 
you, don’t accept substitutes, just write 


MILLER RUBBER CO., Inc., Akron, 0. 
“Engineers in Rubber" 
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must be answers. 

Returning to the purchasers’ fur- 
ther specifications, it appears impos- 
sible to consistently secure the finer 
grain sizes coincidental with soft 
tempers. The reason for a fine grain 
size is, of course, to obviate eggshell 
or orange-peel effect at bent sections, 
requiring polishing for removal or 
smoothing. However, if in securing 
the finer grain sizes it it necessary 
to roll so long and hard that the 
temper is greatly increased, the phe- 
nomenon of “spring back” results, in 
which case a right angle bend, when 
taken from the dies, flies open to a 
greater than 90 deg. angle—or, in 
the case of drawn work, the stock 
is so hard that it breaks out under 
pressure of the draw and creates a 
dead loss before completion. Here 
again are two closely related prob- 
lems—really one—which no amount 
of excellent compromise has as yet 
been able to reconcile. 

In the same connection while an- 
nealing, how much oil may safely 
be left on the coils for high finished 
stock? If too much, or the wrong 
kind, the pattern of its carbonization 
is apparent in the finish stock as 
wavy lines or ocean waves, while if 
too little or none, sticking and dry 
scratching result. Some chemist or 
metallurgist has yet to solve these 
problems, or perchance,- you may 
be elected. 


So much to indicate just a few 
of the posers in the manufacture, to 
say nothing of those in the fabrica- 
tion, such as ability to clean or pickle 
any new surface protectors of strip 
stock previous to deposition without 
an additional expensive cycle there- 
fore. 

As to present day cleaning follow- 
ing fabrication, much controversy 
continues anent to degrease or not 
to degrease; or whether to alkaline 
clean. In one plant recently visited 
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a large full automatic degreasing 
unit was standing idle because it was 
found to add nothing to the cleaning 
cycle, which had been enlarged to 
accommodate two alkaline cleaners 
of fairly heavy concentration, both 
with direct current or cathodic work 
connection. 

In another plant, all alkaline clean- 
ing was eliminated by a three-phase 
degreasing unit. 

A personal theory in both cases, 
as yet unproved, was given credence 
by hearing our good friend, E. A. 
Anderson, of the New Jersey Zinc 
Company’s Research Department, 
discourse on the theory of zinc base 
die casting cleaning wherein he men- 
tions both methods and both in com- 
bination as practical, but stresses the 
necessity for timing and_ control 
permanence. That is to say, if the 
degreasing fluid was at a tempera- 
ture of 180 deg. F. and doing a good 
job of cleaning, a sudden change to 
190 deg. F. might upset the whole 
cycle, as would also time constant 
variation or a change in alkalinity 
of immersion time or excessive cur- 
rent fluctuation in the succeeding 
alkaline cleaner. 


Frequently troubles of this kind 
lead to eventually cheaper procedures 
as may be cited in our own case, 
where the degreasing fluid was found 
to either fail to dissolve stearic acid 
in tallow polishing compounds, or to 
in some way combine therewith to 
form a film impossible to remove in 
alkaline cleaners unless previously 
hand wiped. The result was _ the 
adoption of a mineral oil, which was 
satisfactory so far as everything but 
cost was concerned and this was 
encompassed by the eventual pur- 
chase of crankcase drainings from a 
local garage at two cents a gallon 
instead of saponifiable grease stick 
at ten cents a pound. It was dis- 
covered that faster cut and higher 
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color lay in the mineral oil, while 
the degreaser has a greater affinity 
therefore and consequently removes 
everything sufficiently well to elimi- 
nate a hand-wiping operation. 

There have also unquestionably 
been enormous advances made in 
polishing grains and wheels and the 
methods of bonding the two together 
for polishing purposes, but in nearly 
all cases these have been along pre- 
viously established lines as further 
improvements; so that the art of 
polishing today is basically very little 
different from what it was in the 
past decade, barring mechanical im- 
provements which only substitute the 
machine for the man but maintain 
the same basic equipment and se- 
quence of operations. 


’ Thinking along these lines leads 
logically to mechanical improvement 
in the use of solid abrasive wheels, 
with perhaps some of the newer 


bonds as evidenced, for example, in 
the ruber set emery grain discs used 
in smoothing sheet metal parts of 
automobiles previous to painting. 


It is well within the realm of pos- 
sibility that such wheels may with 
economy be entirely substituted for 
the present day “headed” ones; while 
even certain applications of solid in- 
flexible bonded wheels, especially on 
cast iron polishing, may come to the 
front. Some experimentation has 
already been conducted among these 
possibilities and looks very promis- 
ing so far as reduced costs are con- 
cerned although several “kinks” re- 
main to be ironed out before pub- 
lication of any details becomes 
possible. 

The whole field is especially adapt- 
able to cost reduction, particularly 
in the realm of hand-polishing opera- 
tions to eliminate costly maintenance, 
depreciation and high overhead costs 





Bell Burnishing 


... . makes production pay a profit 


Pecks of work can be brightly finished at 
a time. High and narrow Abbott Barrels 
confine the load within a vertical area 
and direct pressure on the work. The 
surface of the metal is rolled down, mak- 
ing for a lustrous finish and increased 
resistance to corrosion. 


Put it up to our Experimental Depart- 
ment to demonstrate on some of your 
unfinished parts. This free service may 
be the first’step toward lower finishing 
costs. Worth a try, isn't it? 


The Abbott Ball Company 


1060 New Britain Ave., Hartford, Conn. 
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Stampings, spinnings, 


castings, forgings, 
screw machine prod- 
ucts, etc. 
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of mechanical equipment and within 
the next few years gome young fel- 
low is going to lead the way and 
show us how. 

The introduction of bright nickel 
on a commercially practicable basis 
has generated an increase in specu- 
lations on adaptions of mechanical 
equipment to its production and 
thereby create quite a few problems. 

In the first place, it inherently 
plates so much faster that users are 
desirous of discovering its maximum 
deposition rate and incorporating the 
highest speed attainable into their 
equipments. 

This ambition is accompanied by 
the necessity for greater solution 
agitation in some form in order to 
replenish the more rapidly depleted 
cathode film at higher current den- 
sities. 

Some solutions are capable of with- 
standing either air agitation or pro- 
peller circulation in which case the 
optimum in current density, com- 
patible with cost, is reached by the 
violence attainable without derack- 
ing the work when all other factors 
are equal. 

Other solutions, however, are not 
so easily disturbed, as their wetting 
agent constituent creates a tendency 
toward excessive foaming upon in- 
creased activity and with these, the 
introduction of air, or rapid pump- 
ing, is impossible. 

One such installation, recently vis- 
ited, had been obliged to reduce their 
costly installed pumping circulation 
to one-fourth capacity and still ex- 
perienced difficulty with excessive 
foaming, at a consequent loss in plat- 
ing efficiency. 

In order to overcome these trou- 
bles, the manufacturers of mechan- 
ical plating equipment first speeded 
up the chain which meant excessive- 
ly long tanks at exorbitantly high 
overhead charges and still insuffi- 
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cient agitation to reach optimum 


current densities. Then, in order to 
keep down the length of machinery 
and tanks, various intermittent mo- 
tions were introduced, some standing 
still except at transfer time, others 
up and down, still others oscillating 
and all as yet in the experimental 
stage, more or less, until the sup- 
pliers of bright nickel solutions are 
hard pushed to discover which, if 
any, are the best mctions or at least 
which ones are usable with their par- 
ticular solutions. 

From all of this theorizing has de- 
veloped another idea embracing va- 
rious motions for the equalization of 
current density on all or nearly all 
surfaces of recessed articles with 
consequent uniform thickness and 
decrease in peeling. 

Without further particularization, 
it is evident that much work remains 
to be done and many questions an- 
swered before Q. E. D. can be writ- 
ten after any of these propositions, 
and it is hoped that some plans may 
be laid at the approaching American 
Electro-Platers’ Society Convention 
in Asbury Park, whereby better dis- 
semination of advance information on 
all these questions may be more 
rapidly made to the users of electro- 
plating and finishing methods through 
the members in charge of this branch 
of the work in their plants, or some 
medium of exchange set up whereby 
more manufacturers may be inter- 
ested to a greater degree in the rapid 
solution of some of these problems 
as well as the many other and more 
important ones whose elaboration is 
prohibited by present space. 





M & W Data Sheets on New Wrinkle 
Finishes. Data sheets, which give gen- 
eral and technical information on wrin- 
kle finishes, are being distributed by 
Maas & Waldstein Company, 438 River- 
side Ave., Newark, N. J. The M & W 
line of wrinkle finishes is said to have 
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greatly extended the usefulness of the 
ever-popular wrinkle finishes. The fin- 
ishes are supplied in all colors, includ- 
ing pure white, light shades and pastels. 
The M & W wrinkle finishes are said 
to have low viscosity and consequently 
increasing covering power and can be 
applied with a uniformly fine grain, 
as well as coarse and heavy structures. 

The data sheets, which will be sent 
free upon request, cover many details 
such as spraying air pressures, baking 
time and temperatures, method of ob- 
taining various kinds of wrinkle, patch- 
ing, and so on. 





Binks Spray Painting and Finishing 
Equipment Catalog No. 73. One of the 
most complete catalogs ever printed on 
spray painting and finishing equipment 
is now being issued in the form of an 
86-page catalog designated as ‘‘Catalog 
No. 72”? by Binks Manufacturing Com- 
pany, 3114-40 Carroll Ave., Chicago, IIl. 
A full index listing the various pieces 
of equipment that are included in the 
catalog is printed on the second page of 
the catalog. <All of the items described 
are also illustrated and tables of speci- 
fications and prices are also included. 

A copy of ‘‘Binks Spray Painting and 
Finishing Equipment Catalog No. 73’’ 
will be sent to any metal-finishing de- 
partment executive who will send his 
request on his firm letterhead to Binks 
Manufacturing Company, 3114-40 Car- 
roll Ave., Chicago, Illinois. 





“Mathews Conveyor Handbook Cata- 
log No. HB39.”’ A handbook designed 
especially for engineers and plant oper- 
ating personnel designated as Catalog 
No. HB39 is now being issued by Math- 
ews. Conveyor Company, Ellwood City, 
Pa. This catalog handbook is pocket 
size 4% in. x 64% in. overall, and contains 





Mathews Conveyer Handbook Catalog 
No. HB39 


384 pages of engineering material de- 
scribing and _ illustrating practically 
every type of conveying mechanism 
available. 

The Mathews Conveyor Handbook will 
be sent to any finishing department 
executive without obligation who sends 
his request on his firm letterhead. 





“Profit . . . With Safety.’’ This is the 
title of a four-page catalog which is 
now being issued by Ronci Machine 
Company, 45 River Ave., Providence, 
R. I. The Speedip Whirl Enameler is 
described in this catalog. This machine 
is a combination dipping-whirling ma- 
chine for completely coating large quan- 
tities of small parts with lacquer, 
enamel, paint, or any other liquid fin- 
ishing material. 

A copy of “Profit ... With Safety” 
will be sent free upon request. 











MAXIMUM RUST RESISTANCE 
DUCTILITY and ATTRACTIVENESS 


in your electrodeposits are easy to obtain when you use Harshaw 
anodes and chemicals. 


THE HARSHAW CHEMICAL CO. 


MANUFACTURERS *© IMPORTERS *© MERCHANTS 
OFFICES AND LABORATORIES: CLEVELAND, OHIO 
Branch Offices and Warehouse Stocks in Principal Cities 
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Normal construction practice is reversed in 
this building, which was erected by the United 
States Steel Corporation. Structural members 
are on the outside, with walls and roof under- 
neath. Workmen have recently completed 
sheathing the dome of the building in stain- 
less steel. 


Metals Exhibits 
at the 
New York World’s Fair 


A night view of the Metals Building at the New York World’s Fair. Note the glass brick 
background for the fountain and, at the right, the unusual light standards. 




















Erected by the motor 
car manufacturer whose 
name it bears, this 
building will house not 
only an assortment of 
manufacturing equip- 
ment in operation so 
that the visitor may see 
what an automobile 
factory looks like on 
the inside, but will 
also contain a_ half- 
mile “Road of Tomor- 
row.” Walter Dorwin 
Teague was the 
designer. 


This building, which 
will house the Chrysler 
Corporation’s exhibit 
at the Exposition, oc- 
cupies a three-acre plot 
on the west side of 
the transportation zone 
between two of the 
Fair’s main entrances. 
The building will also 
contain the Transpor- 
tation Focal Exhibit 
featuring a simulated 
departure of a rocket- 
ship for an interplane- 
tary rocketport. 


The General Motors exhibit 
building, illustrated at the 
left, was designed by Nor- 
man Bel Geddes — world- 
famous designer—to present 
the displays of the various 
units in the Corporation. To 
be known as “Highways 
and Horizons” and in keep- 
ing with the World’s Fair 
theme of ‘‘Building the 
World of Tomorrow,” the 
exhibit will present a con- 
ception of future motor traf- 
fic regulations and _  super- 
highways. 




















Heat Lamp Reflectors Gold 
Plated at Ford Plant 


LATING heat lamp reflectors with 

gold is one of the more surpris- 
ing of the hundreds of diverse opera- 
tions conducted within the 1,096- 
acre River Rouge plant of the Ford 
Motor Company, Detroit, Mich. The 
reflectors are used in electric ovens 
of new design which bake the finish 
on the Ford and Mercury car bodies 
“from inside out.” 

The heat lamps, thousands of 
them, are arranged in tunnels, and 
the bodies travel through the tunnels 
on an overhead conveyor. The method 
is said to be so efficient that the 


primer coat is baked in 15 minutes. 
This speed, Ford engineers who de- 
veloped the method explain, is the 
result of using infra-red rays which 
penetrate the primer coat and heat 
the metal underneath. The heat 
thus obtained dries the primer coat 
rapidly from the inside. 

Gold plating for the reflectors of 
the lamps was selected because gold 
reflects infra-red rays with less loss 
of effective radiation than other 
plated surfaces. A. saving of current 
is made possible by an ingenious sys- 
tem of switches which causes the 





A Ford car body entering one section of the 90-foot tunnel of infra-red heat lamps. 
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lamps to go on as a body approaches 
and to cut off automatically after it 
has passed through a tunnel. In this 
way, a wave of radiant heat accom- 
panies each body through the tun- 
nel, which is built in two 90-foot 
sections. The heat lamps are fitted 
with 240-watt carbon filament bulbs. 

The reflectors are made in Flat 
Rock, Mich., in the company’s lamp 
plant, one of the dozen Ford “village 
industries.” They are stamped from 
prass, polished and buffed to a high 
lustre, and nickel plated. The reflectors 
are then shipped to the River Rouge 
plant where they are gold plated. 

By careful determination, it has 
been found that a piece of 24-karat 
gold 1/16 in. thick, 1% in. -sq. and 
weighing 45 grams is sufficient to 
plate approximately 500 reflectors. 
The actual time of plating requires 
50 seconds. 

Approximately 14,000 of the gold 
plated heat lamps are now in use in 
the River Rouge body finishing de- 
partment, and others are being made 
as the application of this type of 
enamel baking method is extended. 
In order to keep the reflectors at top 
efficiency, approximately 200 are re- 
moved daily from the tunnel and re- 
placed by spares while they are be- 
ing cleaned or replated. 

The infra-red process of drying fin- 
ishes was developed in the plant 
especially for baking Ford synthetic 
resin enamel, which retains its lustre 
and color for the life of the car. 





Blast Tanks for Pressure Cleaning. 
The W. W. Sly Manufacturing Com- 
pany, 4700 Train Ave., Cleveland, Ohio, 
has just issued an attractive two-page 
bulletin on Sly “PB’’ Tanks for pres- 
sure blast cleaning. This bulletin de- 
scribes the features of Sly ‘‘PB’’ Tanks 
for cleaning scale, molding sand, dirt 
and old paint from the surfaces of 
forgings, castings, as well as preparing 
the surfaces for metal coating, etching, 
and so on. 

Copy free upon request. 
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YOUR SANDING COSTS! 






SAWDING COST CHART 


WITH A 


STERLING Speed=Bloc SANDER 


Today, more than ever, production men 
have to put greater stress on cutting of 
costs. The Sterling Speed-Bloc Sander 
meets this situation. 


This fast, efficient tool is daily saving 
25% to 75% in labor and abrasive costs 
in leading plants over the country. It 
will save plenty for you. 


Users say: "Sterling not only cuts costs 
but produces finer quality work." 





A demonstration costs 
you nothing. Being 
without a Sterling 
DOES cost you some- 
thing. Ask for a dem- 
onstration NOW. 


STERLING 
PRODUCTS CO. 
2457 Woodward Ave. 

DETROIT, MICH. 
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MacDermid, Incorporated, An- 
nounces Sales and Service 
Representatives 


According to a recent announcement 
made by MacDermid, Incorporated, 
Waterbury, Conn., the following com- 
panies have been appointed for render- 
ing sales and service of the Anodex 
Process: 

The Udylite Corporation 
1651 East Grand Ave., 
Detroit, Mich. 

A. T. Wagner Co. 

2700 Wight Ave., 
Detroit, Mich. 

Geo. A. Stutz Co. 

1645 Carroll Ave., 
Chicago, Ill. 

Munning & Munning, Inc. 
202 Emmett St., 
Newark, N. J. 

Donald Sales Co. 

2546 West Greves St., 
Milwaukee, Wis. 

La Salco, Incorporated 
2822 LaSalle St., 

St. Louis, Mo. 


New Wrinkle Appoints Technical 
Research Director 


New Wrinkle, Inc., Dayton, Ohio, 
recently announced the appointment of 
Mr. William A. Waldie as Technical 
Research Director of its recently organ- 
ized Technical Research Department. 

Mr. Waldie brings to his new posi- 
tion a wealth of practical experience. 
Graduating from Harvard in chemistry 
in 1908, he has been associated with 
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the paint and varnish business continu- 
ously from that time. 

His broad experience well adapts Mr. 
Waldie for his new position as _tech- 
nical director to render a genuine tech- 
nical service to both licensees and users 
of wrinkle finishes—to develop new 
uses, process, and production methods 
and to co-operate closely on all labora- 
tory problems affecting wrinkle finishes. 

In addition to laboratory research, 


Mr. Waldie will be available to the 





William A. Waldie 


licensees of New Wrinkle, Inc., to ren- 
der a personal service. In this capacity, 
he will co-operate on formulas and 


June, 1939 














nu- 


Mr. 
ch- 
ch- 
ers 
ew 
ods 
ra- 
es. 


the 


n- 
ty, 
nd 











their application, in the licensee manu- 
facturer’s laboratory, and in the user’s 
product finishing department. 





Skilsaw’s Modern Plant Character- 
ized by Compact Layout 


The new factory and offices into 
which Skilsaw, Inc., 4743 Winnemac 
Ave., Chicago, Ill., recently moved rep- 
resent an increase of two and one-half 
times the space previously occupied by 
this company. Departmentalization of 
production, storage and handling facil- 
ities in an efficient, logical layout has 
been applied to take maximum advan- 
tage of daylight. The plant was de- 
signed and built by The Austin Com- 
pany, which introduced unusual modern 
features by the use of color and special 
treatment of brick and glass block in 
the exterior. The two-story office sec- 
tion extends across most of the 140-ft. 
landscaped facade, and the plant proper 
has an overall depth of 200 feet. 

Four 30-ft. aisles and one 20-ft. which 
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View of the new Skil- 
saw, Inc., daylight 
office and plant. The 
building was design- 
ed with a view to 
future expansion and 
is strikingly modern 
with blue steel sash 
and glass block trim. 


flanks an existing 
structure have 
been provided in 
the plant which 
has two monitors 
with 20-ft. clear- 
ance. Permanent 
rubber floor mats 
have been in- 
stalled for the comfort of the men 
working at assembly benches as well 
as at the testing rack which is lo- 
cated in the assembly section. 

In the new Skilsaw plant, where spe- 
cial provision has been made for re- 
search with a view for continuing de- 
velopment, the company makes nine 
sizes of portable electric saws, 18 mod- 
els of electric drills, two types of porta- 
ble bench sanders, three disc sanders, 
five portable blowers and _ industrial 
vacuum cleaners, plus hand grinders 
and a compiete line of bench and ped- 
estal grinders and buffers. 





C. M. Hughes Joins Hilo Staff 


Hilo Varnish Corporation, 42-60, Stew- 
art Ave., Brooklyn, N. Y., takes pleas- 
ure in announcing that Mr. C. M. 
Hughes, formerly of Zapon, will be in 
charge of the Hilo lacquer department. 
His wide acquaintance and experience 
in the metal-finishing field qualify Mr. 
Hughes to render greater service for 
Hilo. 





"INDIAN BRAND" 
EMERY 


absolutely uniform 


DTV MP Tie You get absolute uniformity... highest quality 7awim:}-9-) lob 


TURKISH AND 
NAXOS EMERY 


... greater capillarity and longer wear. Any 
size or quantity ready for immediate shipment. 
Write for trial lot. 


AMERICAN 
EMERY 


THE HAMILTON EMERY & CORUNDUM CO. inascachuserrs 
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(Right)—Boat enthusiasts may 
now add a touch of smartness 
to the otherwise prosaic ship’s 
galley with a marine stove 
such as shown herewith which 
is finished in rustproof pearl 
gray and black vitreous enamel 
with polished chromium plated 
trim. 


Ebtility 





(Photo Courtesy Designers for Industry) 


(Photo Courtesy Harold Van Doren & Associates) 





(Left) —This illus- 
tration shows a 
Waytrol electric 
vibrating feeder 
and weighing 
mechanism’ which 
is encased in an 
attractive stream- 
lined metal sheath 
which is finished 
in gray, mar-proof 
enamel. 
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(Right)—These prize-winning packages 
are used by the Chrysler Corporation. 
Each has the same color motif in red 
and gray, with the exception of the 
largest, which has an all-over red top. 


(Photo Courtesy Modern Packaging) 


(Below)—Modernization of transportation facilities requires vehicles of the type 
shown here. The aluminum painted roof and brightly colored body add distinction 
to the trolley buses manufactured by The J. G. Brill Company. 


FE (Photo Courtesy The J. G. Brill Company) 
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Binks Thor No. 16 Light Duty 
Spray Gun 

Binks Manufacturing Co., 3114-40 Car- 
roll Ave., Chicago, Ill., has placed on 
the market a new streamlined spray 
gun for light work, which has been 
designated as the ‘‘Thor No. 16 Stream- 
lined Light Duty Spray Gun.”’ 

In design, this gun is said to be an 
outstanding improvement, since it in- 
troduces modern streamlining in a spray 
gun. Other outstanding features of this 
type of gun are said to be maximum 
atomization and better control, inter- 
changeable nozzles, less pressure drop, 
and less air consumption. 

The control for the amount of mate- 





Binks Thor No. 16 Light Duty Spray Gun 
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rial being sprayed is conveniently placed 
at the back of the gun while control 
of the width of spray can be made by 
means of a knurled screw which is lo- 
cated immediately behind a one-piece 
nozzle head. 


Hilo Vitra-Carlite Clear 


Hilo Varnish Corporation, 42-60 Stew- 
art Ave., Brooklyn, N. Y., has placed 
on the market a clear Vitra-Carlite fin- 
ish. This type of metal finish can be 
applied by dipping and baking at 250 
deg. F. for one hour to produce a beau- 
tiful finish with practically no discol- 
oration of the metal. 

The clear Vitra-Carlite is said to of- 
fer unusual possibilities for all kinds 
of dip work, enameled metal, and on 
bright metal parts which are subjected 
to considerable heat. Clear Vitra-Car- 
lite can be used over colored enamels 
to give added lustre, toughness, and 
surface hardness. 








Excelsior Improved Type Stainless 
Steel Polishing Machine 


Excelsior Tool & Machine Co., Ridge 
Ave. and 30th St., E. St. Louis, Ill., has 
developed a stainless steel sheet polish- 
ing machine which can be installed by 
stainless steel equipment manufactur- 
ers to polish sheets to any required 
finish for a job in process. Stainless 
steel sheets can be polished by the 
Excelsior method to a No. 4 finish. 

According to the manufacturer, four 
to 20 sheets of any gauge up to 4 ft. 
wide by 12 ft. long can be polished in 
one hour by two men. The grinding 
belts of the unit can be removed and 
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replaced within 
five minutes and 
are said to require 
no further adjust- 
ment after they 
have been central- 
ly located on the 
drums. 

All the adjust- 
ments of the Ex- 
celsior Improved 
Type Stainless 
Steel Polishing 
Machine are me- 
chanically control- 
led and adjusted 

















at one _ location. 
A positive clamp- 
ing attachment 
for the sheets 
and the adjustable travel for the car- 
riage are said to prevent any possible 
damage to the polishing belts or the 
rubber-covered contact pressure drum. 
The pressure on the grinding belts, 
which varies from 200 to 600 lbs., is 
applied by a gravity pressure principle 
and is regulated by removable hand 
weights. This method is said to insure 
positive regulated pressure contact over 
the entire width and length of the 
sheets to be polished. 


Excelsior Improved Type Stainless Steel Polishing Machine 


The drums are diametrically balanced 
and revolve in oversize dustproof ball 
bearings that are mounted in rigid cast 
steel housings. There are no metallic 
connections between the polishing head 
and the carriage, thus vibration of the 
sheets to be polished is eliminated. 

A 25 h.p. motor operates the polish- 
ing belts at 3,500 lineal feet per minute. 
A. separate 2 h.p. geared motor is used 
to reciprocate the table at 60 feet per 
minute. Commercial paper grinding 





Get Down toGare WetL-FAST/ 


Not only speed, but assurance of a really chemi- 
cally clean surface is what you're after when you 
clean any metal surface before plating. 


MAGNUS PLATERS CLEANERS 


have been scientifically developed to do fast, eco- 
nomical and dependable chemically clean work on 
each kind of metal surface on which plating is 


done. If you want speedier production, assured 
CALL IN A MAGNUS MAN... quality and fewer rejects—standardize on Magnus 
Let him go over your plating operations Cleaners. 


with you and recommend the Magnus 
Cleaners you need. 
Then make use of 
our liberal trial offer 
to test them out to 
your own satisfaction. 


June, 1939 


MAGNUS CHEMICAL CO. 
Manufacturers of Cleaning Materials, Industrial 
Soaps, Metallic Soaps, Sulfonated Oils, Emulsi- 
fying Agents and Metal Working Lubricants. 


208 SOUTH AVENUE 


GARWOOD, N. J. 
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belts up to 50 in. wide by 16 ft. are 
recommended. Commercial belts with 
No. 120 and 150 grain abrasive will 
polish a No. 2-B mill sheet to a No. 4 
finish. 





General Electric Strip Heaters 


A new line of strip heaters for opera- 
tion at sheath temperatures as high as 
1,200 deg. F. has been announced by 





General Electric Strip Heaters 


General Electric Company, Schenectady, 
N. Y. The new G-E Strip Heaters are 
enclosed in a porcelain enamel steel 
casing and are said to have the advan- 
tage of resisting rust and corrosion. 

The G-E Strip Heaters are said to be 
attractive in appearance. 

In offering more resistance to rust 
and corrosion, it is expected that the 
porcelain enameled units will substan- 
tially reduce replacement costs in heavy 
duty application. 


METALPRE 


“Used First — Makes 
Your Paint Finish Last” 
USED ON IRON, 
STEEL, ALUmiI- 





Use Metalprep to clean 
and prepare all sheet 
metal surfaces before 
painting, Removes rust 
and grease. 


VANIZED IRON 
SURFACES. 


Write for Literature 


NEILSON CHEMICAL CO. 


6564 BENSON ST. DETROIT, MICH. 








Sprayit Series 200 Paint Spraying 
Units 

The Sprayit Series 200 Paint Spraying 
Units, now being marketed by The 
Electric Sprayit Company, 220 N. 
Broadway, Milwaukee, Wis., are said 
to represent the latest development in 
portable paint sprayers. These units, 
which are extremely compact and easi- 
ly portable, combine high efficiency with 
low cost and are said to thereby meet 
the requirements of all classes of users 
of this type of equipment. 

The Sprayit Series 200 Paint Spraying 
Units can be used for products finish- 
ing, general maintenance paint, refinish- 
ing, small production work in industrial 
plants, and so on. 

The compressor is mounted on a 
heavy sheet steel base, fitted with rub- 
ber bumpers, and is V-belt driven by 
a %4H.P. electric motor. The unit can 





Sprayit Series 200 Paint Spraying Unit 


be furnished without motor for opera- 
tion either from a motor or line shaft. 
In installations of this type, belt and 
pulleys are furnished. 

The compressor is of the diaphragm 





Cleaner - Faster - Smoother Plating 


with KING Plating Barrels 


A wood woven cylinder adaptable to any barrel plating tank. 
The woven construction allows maximum agitation and pro- 
duces a clean, smooth plate. Barrel should not rotate more 
than 2 r.p.m. Speed means wear, not plate. 

Made in two diameters: 1214” and 16”. Lengths: up to 
48”. Write for illustrated folder. 


“Use them once—you'll use them always” 


JOHN KIN GouayToNn onto 
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type which positively seals off the 
crankcase from the cylinder head, and 
thereby prevents any contamination of 
the compressor. The displacement of 
the compressor is 2.55 c.f.m. and the 
spraying pressure on the spray gun is 
30 lbs. Operation is smooth and vibra- 
tionless, and the compressor air is com- 
pletely free of pulsations. 

The diaphragm compressor is made 
of Neoprene which is firmly backed by 
fabric in a cord construction and is 
practically indestructible. The spray 
gun is of the pressure feed internal 
break-up type, and is fully adjustable. 
The gun body and removable cover are 
made of die cast aluminum. The con- 
tainer is of one quart capacity, and is 
also made of aluminum. 

Three internal mix spray nozzles for 
round, fan, and angle sprays are fur- 
nished with the gun. All nozzles and 
the fluids tips are made of case-hard- 
ened steel to prevent wear. 

The spray gun of the Series 200 Paint 
Spray Units will deliver a spray up to 
eight inches wide, which permits a 
coverage up to 1,200 sq. ft. per hour. 
The complete unit includes the com- 
pressor, the spray gun, and 15 ft. of 
high grade air hose. 


Vonnegut Brush-Backed Sanding 
Head 


A brush-backed sanding head has 
been placed on the market by Vonnegut 





Vonnegut Brush Backed Spindle Sander 
showing end view with cover removed. 











New, Safer Way fo Discharge 
Carboys, Drums and Barrels! 


T.P.C. SAFETY SIPHON 


@ This efficient, inexpensive device provides 
smooth, controlled flow of acids and chemicals, 
without danger of splashing or spilling. It pro- 
duces a regulated flow from a trickle to 6 gal- 
lons per minute. Reduces hazards of burns and 
fumes. No manual tilting of carboys. Works on 
vacuum principle, eliminating the pressure 
method condemned by the M. C. A. Sturdily 
built. A type for every acid. Put a T. P. C. 
Safety Siphon on test. State type of acid or 
chemical, and container, when ordering. De- 
tailed literature and prices on request. 


PULMOSAN 
SAFETY EQUIPMENT CORP. 


Dept. PF, 176 Johnson St., Brooklyn, N. Y. 








ALSO... Carboy Truck and Tilter, Respir- 
ators, Goggles, Aprons, Gloves, Hoods, Skin 
Protective Creams, Pails and Dippers. Write 
for leaflet ‘Safe Handling of Acids and 
Chemicals.’’ 
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Moulder Corp., 1807 Madison Ave., In- 
dianapolis, Ind. This sanding head in- 
cludes eight strands of shredded abra- 
sive cloth held on a central drum for 
outward feed between individual units 
in a ring of brushes mounted on a head 
rim. Eight stabilizer brushes mounted 
on the rear or closed end of the head 
by means of spring-tensioned hinges 
can be turned up and out of the way 
when the head is being loaded with a 
fresh supply of paper. 

The stabilizer brushes press the abra- 
sive strips against the sides of the main 
brushes to restrain the shredded abra- 
sive ends from spreading around the 
sides of narrow work and to prevent 
the abrasive from fluttering while the 
head is in motion. 

The brush-backed abrasive permits 
application of the head in sanding ir- 
regular shaped forms and _ surfaces, 
since the shredded ends arrange them- 
selves to conform with the contour of 
the work when it is pressed into con- 
tact with the flexible brush bristles 
while the head is revolving. 

In the internal construction, pins pro- 
ject from the ends of an inner sleeve 
to engage with recesses in the cover 
cap so the abrasive strips can be wound 


ee me 


POLISHING GRAINS 





1. CBT LIONITE 


An etched grain built to withstand 
the shock and stress of rough work. 
Sizes 10-90 incl. 


2. EPT LIONITE 


An etched grain designed to prevent 
glazing. For operation where little 
self-dressing of the wheel occurs. 
Sizes 24-90 incl. 


3. ST LIONITE 


A finishing grain. Chemically treated 
to facilitate “‘greasing.”” Sizes 100- 
240 incl. 


THE SLES 


ner ive Co. Qs 
General Abrasive Co. @i@e 


NIAGARA FALLS, N.Y. aus 
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upon an inner sleeve by rotating the 
cap while holding the outer shell in a 
fixed position. The winding operation 
can be conducted until the extended end 





View of Vonnegut Brush Backed Sander 
with cover in place. 


of the eight strips, each from 18 to 30 
in. in length, have been pulled almost 
to the ends of the projecting brushes. 
The cap can then be locked into posi- 
tion and the head put to work until the 
slightly projecting abrasive has become 
worn. At this point, the cap can be 
loosened and another small amount of 
abrasive fed outward to operating posi- 
tion. The machine on which this type 
of head can be mounted for best re- 
sults is a double end assembly driven 
by a 2 h.p. motor operating at approxi- 
mately 1,200 r.p.m. 

This Sanding Head has proven its 
value in the woodworking industry — 
especially for sanding irregular shapes 


Cleans, etches, and 
prepares metal for a 
perfect finishing job. 


It can help your product. 
RUSTICIDE PRODUCTS CO. 


3125 Perkins Ave Cleveland, Ohio 
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and forms, such as carvings, shaper and 
moulder work—but it is also being rec- 
ommended for roughing operations lead- 
ing to the finishing of irregularly shaped 
forms in other materials, ‘including 
metal castings and stampings. 





Hammond Auto-Doper 


A device for applying buffing compo- 
sition to the buffing wheel automati- 
cally, to be known as the ‘“‘Auto-Doper,”’ 
has been placed on the market by Ham- 
mond Machinery Builders, Inc., 1622 
Douglas Ave., Kalamazoo, Mich. The 
Auto-Doper can be used on buffing 
lathes, semi-automatic and automatic 
buffing machines. 


The main castings of the Auto-Doper 
are made of aluminum and the head 





Hammond Auto-Doper 


oscillates so that the bar of composition 
is applied to the wheel momentarily. As 
the composition is applied and removed 
from the wheel, the force of air gener- 
ated by the revolving wheel is said to 
keep the composition cool. 

The Auto-Doper is operated by com- 
pressed air through a three-way valve 
which can be timed to the conveyor 
of the buffing machine. On machines 
without a conveyor unit, particularly 
semi-automatics and polishing lathes, 
the timing of the application can be ar- 
ranged by an electric timing device or 
by a foot-operated valve. In the latter 
case, the operator merely steps on the 
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Get YOUR Copy 


of this valuable S$PRAGO catalog 


No matter what your spraying problems may 
be, you'll find this complete, 30 page Spraco 
catalog unusually handy. For Spraco finish- 
ing equipment covers the full range of to- 
day's requirements for uniform, high speed 
finishes—includes guns for all types of ma- 
terials, pressure and gravity feed containers, 
spray booths, fans, rinsing nozzles, and ac- 
cessories. 






Moreover, Spraco engineers have designed 
and built scores of automatic finishing ma- 
chines for routine and special applications— 
for large products and small. 


The Spraco automatic machine below, for example, 
has 25 spindles, operates continuously, finishes small 
containers at the rate of 20 per minute. 


So whether you need a single gun, or a complete fin- 
ishing system, 
check with Spra- 
co. And write for 
catalog today. No 
obligation, of 
course. 





SPRAY ENGINEERING CO. 


120 Central St. Somerville, Mass. 
FOR 30 YEARS SPECIALISTS IN SPRAYING EQUIPMENT 
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foot treadle when composition is to be 
applied to the wheel. 

The standard size Auto-Doper as 
shown is equipped to handle bars of 
composition from 2 in. square up to 2 
in. x 6 in. A similar model is also 
available that will accommodate 2 in. 
diameter bars which rotate after each 
application, thus preventing a narrow 
buffing wheel from cutting a groove in 
the bar and causing waste. 

The Auto-Doper is not limited in its 
use to Hammond polishing lathes and 
automatic equipment. It can be used on 
ordinary lathes and automatic equip- 
ment of practically any make. 





Stackbin Assembly Bin 


To fill a need for a uniform stacking 
assembly bin which can be used on any 
assembly bench, Stackbin Corporation, 
92 Troy St., Providence, R. I., has de- 
signed a new bin which feeds contents 
toward the front. This type of bin can 
be set up in a semi-circle and can be 
stacked one above the other to keep all 
parts within efficient reaching distance. 

The Stackbin Assembly Bin units are 
8 in. long, 2% in. deep, 4 in. wide in 
back and 3 in. wide in front. Heavy 





Cooper's 
METAL CYANIDES 


(Copper, Zinc and Silver) 


Increase production materially, give a more 
even plate and a smoother, higher finish. 


<i> 

Cras 

Chas. Cooper & Co. 
186 Worth St. New York, N. Y. 














Stackbin Assembly Bin 


gauge sheet steel and welded construc- 
tion are said to assure durability and 
long life. 





Stow Angle Head 


An improved angle head which was 
designed especially for heavy duty op- 
erations with cup-shaped grinding 
wheels, brushes, sanding, and polishing 
sets was recently placed on the market 
by Stow Manufacturing Company, Bing- 
hamton, N. Y. The spindles of the 
unit are mounted in oversize grease 
sealed ball bearings and the ball bear- 
ings are mounted in steel inserts. 

The Stow Angle Head is_ sealed 
against dirt and is furnished for either 
wet or dry grinding operations. The 
housing of each head is made of alumi- 
num. 

The cover with the valve mechanism 
is made of brass, thus insuring a smooth 
working valve at all times. The diam- 





Users of D'Oilene "B" 
often tell us, "We had 
no idea we could use 
any other solvent in our 
degreaser which would 
be as satisfactory and 
save us money." 
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Specialists in the use and handling of chlorinated solvents .. . 


D‘Oilers—— 
Are built to solve your degreasing 
problem. 


——D’‘Oilene ‘B’’— 
to reduce your degreasing cost. 
It sells for less—Ask us. 


MECHANICAL PROCESS CORP. 
SOUTH ORANGE NEW JERSEY 
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Stow Angle Head 


eter is 3% in., and the height overall 
is 6% in. The Stow Angle Head 
is constructed to run at speed ratios 
of from 1 to 1 to 20 to 1 reductions. 
This improved type angle head will fit 
Stow Flexible Shafts Numbers 2A,°3A, 
4A, and 5A. 





Impervium 


An insulation for plating and chem- 
ical equipment, to be known as ‘‘Im- 
pervium,’’ has been placed on_ the 
market by Paramount Rubber Service, 
Inc., 14830 Rosedale Court, Detroit, Mich. 
This insulation is said to be immune 
to all plating solutions, possesses ex- 
traordinary dielectric resistance, and is 
unharmed by oil. 

Impervium is said to be a combina- 
tion of synthetic resins that will retain 
a rubbery flexibility and elasticity over 
a long period of time. This type of 
insulation can be used on tanks and 
pipe linings for chemicals and for pro- 
tection against practically every cor- 
rosive agent. 





Taylor Hygrometer 


Taylor Instrument Companies, West 
Ave. and Ames St., Rochester, N. Y., 


have placed on the market a wet and 
dry bulb hygrometer that combines high 
accuracy and legibility with complete 
accessibility for installation and routine 
servicing. To increase the efficiency of 
the Taylor Hygrometer, the wet and 
dry bulbs have been staggered, and con- 
sequently can be used in either hori- 
zontal or vertical ducts without being 
on the same plane. This is said to 
assure proper circulation of air across 
both bulbs under all conditions. . 

A new type skeleton guard around 
the bulbs prevents breakage and is de- 
signed so as to have no heat capacity 
effect to alter the heat or to hinder 
the free circulation of air. 

The flat tube scales of the Taylor 
Hygrometer are mounted horizontally. 
This presents a more natural position 
for reading the mercury column and is 
said to greatly increase the angle of 





R-700 


An unusual Rust Inhibitive. 
Dries with lacquer speed. 
Very flexible baking schedule. 
Resists salt spray remarkably. 
Very light in color. 


Ideal vehicle for bronze powders 
and pastes. 


Suggested wherever RUST is a 
production problem. 


Remarkably adherent as primer 
under baked finishes. 


Variations for special require- 
ments available. 


Our pamphlet will be gladly sent 
on request. 


The Varnish Products Go. 
5208 HARVARD AVENUE 
CLEVELAND, OHIO 




















For a real good polishing job use 


KEYSTONE EMERY 


TURKISH — NAXOS — AMERICAN 
KEYSTONE EMERY MILLS sprite for Sample 


4316 Paul St., Phila., Pa. 
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vision, assuring greater ease of read- 
ing. A new flat, smooth glass ther- 
mometer tube provides ample space for 
the bold display of numerals and gradu- 
tions which are etched on the back of 
the thermometer stem. 

There are no separate scales to slip, 
corrode or tarnish. The accuracy and 
dependability of an etched stem ther- 
mometer is combined with the durabil- 
ity of a rugged industrial thermometer. 
To give ease of reading, the etched 
numerals are filled with black pigment 
and covered with an orange-yellow lac- 
quer for maximum legibility and con- 
trast. The flat, smooth front surface of 
the thermometer tubes makes them es- 
pecially easy to clean. 

Rubber grommets insulate the ther- 
mometer stems and bulbs from all 
metal parts, eliminating bulb conduc- 
tion error and reducing the chance of 
breakage from mechanical shock. The 
required opening in the duct for instal- 
lation is only 8 in. x 2% in. No extra 
hand hole is required for installation or 
servicing. 

The operation of the Taylor Hygrome- 
ter is said to be very simple. Water is 
supplied to the wick by filling the water 








General Offices: lonic & 3rd Sts., Philadelphia 
Chicago Sales Office: 205 W. Wacker Drive 


METSO CLEANERS 
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bottle and inverting it in the bottle 
holder. All parts having contact with 





Taylor Hygrometer 


the water are treated for corrosion re- 
sistance. 

Where a pressure or vacuum of more 
than ¥% in. of water makes a bottle- 
fed hygrometer impractical, the Taylor 
Instrument Companies have designed 
the Taylor Hygrometer with constant 
level reservoir. This tap-fed reservoir 
is adapted for use on any hygrometer 
and is said to be very easy to mount 
and to clean and is composed entirely 
of corrosion resistant materials. The 
space required for installation is 4 in. 
x 8 in. The height of water in both the 
float and wick chambers is adjustable. 





Armstrong Snap-Action Air Trap 


An automatic mechanical tray for 
draining water from compressed air 





for 


RADIANT ENERGY DRYING 
NALCO DRITHERM 


(INFRA-RED RAY) 
CARBON LAMPS 
Cut drying costs . . . Save time... Use 
minimum space . . . Get uniform results 
Write for information and prices today. 


NORTH AMERICAN ELEC. LAMP CO. 
1020 TYLER STREET ST. LOUIS, MO. 
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lines, tanks, separators, and aftercool- 
ers, to be known as the ‘‘Snap-Action,”’ 
has been placed on the market by Arm- 
strong Machine Works, 831 Maple St., 
Three Rivers, Mich. According to the 
manufacturer, the principal advantages 
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Cross-section diagram of ‘‘Snap-Action’’ 
Air Trap 


claimed for the device are immunity 
to ordinary dirt troubles, a means of 
discharging water without any loss of 
air, positive opening and closing of dis- 
charge valve, and freedom from need 
of priming. 

As shown in the cross-section dia- 
gram, the trap has a ball float which 
is connected to a short valve lever 
through a flat strip of stainless spring 
steel. In the closed position, the spring 
is bowed downward. As water enters 
the body of the trap, the ball float rises, 
bending and storing up energy in the 
spring. 

Before the ball float reaches the top 
of the trap, the spring bends past dead- 
center and the stored-up energy snaps 
the valve wide open. In this position 
the spring is bowed upward. 

As the water level drops in the trap 
body, the cycle is reversed and the 
valve snaps shut. There is a quick, 





Increase Production 
Varied shapes and sizes P. ac yi ad pl 


W/E 5 Co 


more uniformily Finished Automatic 


forceful closing that prevents pieces 
of dirt from getting clogged in the 
valve and causing leakage. 

The capacity of the unit is 1,400 Ibs. 
of water per hour at 125 lbs. pressure 
or 1,000 lbs. per hour at 250 lbs. pres- 
sure. 





Hilo Rip-pl Finishes 

The five Hilo ‘‘Rip-pls’’ which were 
placed on the market by Hilo Varnish 
Corporation, 42-60 Stewart Ave., Brook- 
lyn, N. Y., are especially suited for use 
on cabinets, auto accessories, household 
appliances, cash registers, novelties, 
typewriters, and so on. These finishes 
are said to bake hard and provide a 
tough coating. 

The patterns provided by the five Hilo 





\/ Check 
LUPOMATIC 
EQUIPMENT 
COMPOUNDS 
PROCESS 


The ideal set-up for your Finishing De- 
partment. Lupomatic's completely auto- 
matic, inexpensive simple method of fin- 
ishing metal parts of every description 
will enable you to: 


Improve the Appearance of Your 
Product ... Increase Your Output 
and Bring You Extra Profits 


Complete data on your requirements will be given 
without obligation. Write. 


LUPOMATIC TUMBLING 
MACHINE CO., INC. 


4511 Bullard Ave., New York, N. Y. 


















Cut Hour Costs 
Automatically — todays 
Method of Finishing 


amp SAmeee ; THE PACKER 
GLADLY GIVEN. Polishing & Buffing Machines Fay al 
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Rip-pls vary from fine, uniform to 
coarse, heavy structure without glossy 
spots or ‘‘fish eyes.’’ These finishes are 
available in all the colors of the rain- 
bow. Standard colors include dark 
shades, clear, brilliant reds, blues, and 
greens, and soft pastels. 

Hilo Rip-pl finishes are easily applied. 
Workpieces can be finished by means 
of a few strokes of the spray gun and 
then placed in an oven. 





Van Dorn Sander-Buffer 


The Van Dorn Electric Tool Co., Tow- 
son, Md., has announced a new Com- 
bination Sander-Buffer which is said to 
be considerably lighter, shorter, and 
better balanced than previous models. 
Many new mechanical features have 
been incorporated, such as a dustproof 








“MAGIC” TACK RAGS" 
IMPROVE YOUR 
FINISH 100% 


MAGIC TACK RAGS remove specks, 
lint and sand particles--- bring out that 
deep, smooth luster, produce a fault- 
less surface for white or colored finish. 
Why use “‘home made’”’ tack rags when 
you can buy MAGIC TACK RAGS at 
trifling cost! They are tackier, do not 
dry--- are dust-proof and spontaneous 
combustion proof. Packed in dozen and 
gross lots or more. Made only by the 


Wm. A. Juergens Co. 
4036-40 Lagrange Street, 
Toledo, Ohio, U.S. A. 


If ord dealer does not carry Magic 
Tack Rags, write us for sample. 





rocker type switch and reversible side 
handle for either right or left hand 
operation. 

The Van Dorn Sander-Buffer is said 
to be particularly adapted for handling 
a variety of sanding, buffing, and clean- 
ing jobs in shops where intermittent 





Van Dorn Sander-Buffer 


service is required. The unit is 
equipped with two sets of double gears 
and a transmission gear which is easi- 
ly shifted from one to the other to 
provide either low or high spindle speed. 
A patented gear locking pin in the gear 
housing locks the gears for the chang- 
ing of pads and discs. 


A high spindle speed of 3,700 r.p.m. 
is correct for seven-inch sanding opera- 
tions, and the low speed of 1,400 r.p.m. 
is said to be correct for buffing. The 
change in the gear ratio for the low 
spindle speed also increases the torque, 
which is valuable in rubbing down lac- 
quer and paint. 





Thermo-Electric Thermostatic 
Control 


According to a recent announcement, 
a problem involving unusually close 
heat control limits was recently solved 
by an electrically-operated thermostatic 
control made by Thermo-Electric Com- 
pany, 1012 W. Superior Ave., Cleveland, 
Ohio, for a well-known finishing mate- 
rial manufacturer. Specifications call for 
a hot-plate for testing the polymerization 
or solidification points of varnishes and 
their bases previous to the cooking 
process. The maximum temperature 
variation permissible from the hand set- 


Boralon ABRASIVE POLISHING GRAIN 
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manufactured in our own ele 


ly prepared and treated for most efficient 


1ing performance. Wr r 
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ting on the adjusting switch is plus or 
minus one degree Fahrenheit. 
In testing varnish, a drop of the mate- 





Varnish testing hot-plate with new automatic 

thermostatic electrical control which permits 

less than one degree F. variation from an 
adjusted setting. 


rial is placed on the surface of the 
plate and rubbed until it solidifies and 
the time is carefully noted on a stop- 
watch. The control system employed is 
adaptable to many types of industrial 
uses where liquids must be maintained 
at constant heat between 400 deg. F. 
and minus 30 deg. F. Several conveni- 
ent heat ranges are available. A hand- 
set regulating switch which is provided 
is capable of adjustment down to 75 
per cent of each particular range maxi- 
mum. 





Chromium Rustproofing Material 


A rustproofing material to be known 
as “‘Chromone’’ for coating the interior 
surfaces of water systems has. been 
placed on the market by Corrosion En- 
gineering Co., 4600 Fernhill Rd., Phila- 
delphia, Pa. Chromone reacts. with the 
metal surfaces of water storage or re- 


Oriental Ruri is the ideal rouge 
for obtaining a mirror-like finish 
on stainless steel, silver, gold and 
all other metals. Write for details. 


circulating systems to form a thin pro- 
tective film. It is a liquid material to 
be used for addition to the water in the 
proportion of two fluid ounces to each 
five gallons of water. 

Chromone does not evaporate and does 
not impart any color to the material to 
which it is added. This material can be 
used for water cooling systems and also 
to prevent corrosion and formation of 
scale or slime on interior water con- 
tacting surfaces. 





Ferrotect Coating Material for 
Protection Against Corrosion 


Three protective coating materials to 
be marketed under the trade names of 
‘“‘Aquasan,”’ ‘‘Chemisan,’”’ and ‘‘Hytemp- 
san’ for coating metals for protection 
against corrosion have been developed 





PAINT NOW STAYS 
PUT ON METALS 


DEOXIDINE prepares metal sur- 
faces perfectly for painting. 


ELECTRO, SPRAY and THER- 
MOIL GRANODINES protect 


against rust and preserve paint. 


LITHOFORM keeps paint in- 
tact and lustrous on zinc and 
cadmium surfaces. 


Write for bulletins. 


AMERICAN 
CHEMICAL PAINT CO. 


BOX 303 AMBLER, PENNA. 











Oriental Rouge Co., Inc. 


Established 1901 


66 Pine St. 


e Bridgeport, Conn. 





June, 1939 


PRODUCTS FINISHING 67 








by Ferrotect Industries, 727 Varsity 
Rd., South Orange, New Jersey. 

Aquasan is designed to protect fer- 
rous metals against corrosion when ex- 
posed to the atmosphere or other deter- 
iorating agents such as water vapor. 

Chemisan is compounded in such a 
manner that it is said to protect fer- 
rous metals against corrosion which is 
due to acid-saturated steam and corro- 
sive vapors. 

Hytempsan is designed for use on 
smoke stacks, boiler fronts, flues, up- 
takes, and exhaust lines in protecting 
against corrosion at temperatures up 
to 900 degrees Fahrenheit. 





Bastian Blessing Suction Cups for 
Handling Flat Metal Ware 


The illustration herewith shows a 
view of the application of the suction 
cups and handles that have been placed 
on the market by Bastian Blessing 
Company, 258 E. Ontario St., Chicago, 
Ill., for handling flat sheet metal ware. 

The Bastian suction cup tools are 
available in designs for light, medium 
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and heavy work. The assembly includes 
two replaceable cups, a handle on which 
they are assembled and also a means 





Bastian Blessing Suction Cups for Handling 
Flat Metal Ware 


to relieve vacuum when disengagement 
with the work is desired. The Bastian 
suction cup tool can be used for hand- 
ling all types of sheet materials and 
products which have a smooth, non- 
porous surface. 





Wheelco Potentiometer Controller 
Series 3200 
The Wheelco Potentiometer Controller 


Series 3200, which was recently placed 
on the market by Wheelco Instruments 





Wheelco Potentiometer Controller Series 3200 


Co., 1931 S. Halsted St., Chicago, IIl., 
is said to match the unexcelled sensi- 
tivity of the Capacitrol control system 
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with the accuracy of the potentiometric 
method of temperature measurement. 
The Series 3200 Controllers are adapted 
to actuate any customary type of fuel 
valve or electric contactor. 


The Wheelco Potentiometer Controller 
Series 3200 has instantaneous control 
action. There is no time lag between 
temperature deviation and control. 


The ‘‘Radio Principle’ of the Wheelco 
Capacitrol renders a high degree of 
performance. A mere 0.002 in. movement 
of the temperature controller’ gal- 
vanometer pointer produces instant and 
positive control. 

The Wheelco Potentiometer Control- 
ler is all electric in design and strictly 
non-mechanical, devoid of all contacts, 
depressor bar mechanisms, cams, and 
mechanical moving parts. 


Mechanic’s Hand Soap 


A liquid mechanic’s hand soap, to be 
marketed under the trade name of ‘‘Gri- 
max,”’ has been placed on the market 
by C. B. Dolge Co., Westport, Conn. 
The soap is available in a liquid form 
and is said to contain ingredients which 
enable it to remove heavy grime from 
the hands without attacking the skin 
texture. 

Grimax liquid hand soap can be dis- 
pensed through equipment which is sup- 
plied by the manufacturer. Grimax is 
available in 1 gallon to 55 gallon con- 
tainers. 





Mention PRODUCTS FINISHING when 
writing to advertisers. Your co-operation 
will be appreciated both by the adver- 
tiser and this magazine. 








Opportunity Section 











1 fies Opportunity Section 

is available for classified 
advertisements featuring 
equipment, employment, busi- 
ness opportunities, etc., in the 
industries devoted to the 
cleaning, plating, polishing 
and finishing of metals. For 
advertising rates and other 
information address: 

PRODUCTS FINISHING 
431 Main Street ® Cincinnati, Ohio 





PRODUCTION SPECIALISTS IN 
Lacquering - Enameling - Wrinkling 
Tumbling - Graining 


Make our plant your factory for economical, 
modern metal finishing. 


H. S. Products Finishing Corp. 


1768 DEAN STREET BROOKLYN, N. Y. 























SALES AGENTS WANTED 


Agents wanted by Arms Corporation to 
sell efficient, rustproof black finish for iron 


and steel products. Also an oil to preserve 
underwater machinery. Send quali ree 
territory and references to PRODU 


FINISHING, 342 Madison Avenue, tan 
York, N. Y. 








Lacquer salesman experienced with fol- 
lowing in Metropolitan New York, wanted 
by long established Eastern manufacturer. 
Our men know of this advertisement. Ad- 
dress Box 17, Products Finishing, 43! Main 
Street, Cincinnati, Ohio. 








FOR SALE 
Guaranteed DeVilbiss Recon- 
ditioned Guns 
Booths—Fans—Transformers 
DeVilbiss Distributors 


Hovey Spray Equipment Co. 
1509 Spring Garden St. Philadelphia, Pa. 
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To obtain copies of the catalogs 
listed here, indicate on the coupon 
the number of the item in which 
you are interested and mail as 
directed. 














1. Woven Wood Plating Barrel 

Folder describes many features of the 
King woven wood plating barrel. John 
King, 48 Springfield St., Dayton, Ohio. 





2. Industrial Ovens 

Two new bulletins giving full particu- 
lars on air heaters and industrial ovens. 
J. O. Ross Engineering Corporation, 350 
Madison Ave., New York, N. Y. 





3. Airway Ventilated Buffs 

Cool cutting buffs for high speed buffing 
operations are illustrated and described 
in a 4-page folder now being distributed 
by Jackson Buff Corporation, 21-03 41st 
Ave., Long Island City, New York. 





4. Spray Painting and Finishing 
Equipment 

A most complete catalog describing and 

illustrating spray painting and finishing 

equipment manufactured by Binks Man- 

ufacturing Company, 3114-40 Carroll 

Ave., Chicago, Illinois. 





5. Aluminum Oxide Abrasive Grain 


A 4-page catalog describing ‘‘Borolon,”’ 
an aluminum oxide abrasive grain for 
the polishing trade and general indus- 
trial _use. Abrasive Company, Tacony 
and Fraley Sts., Phiadelphia, Pa. 
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6. Flexible Shaft Driven Power Tools 
Catalog describing the complete line of 
Biax and Jarvis Flexible Shaft ma- 
chines, together with accessory equip- 
ment and tools. The Charles L. Jarvis 
Company, Middletown, Conn. 





7. Metal Preparation Before Finishing 


A folder describing the practical use of 
Rusticide ‘‘50’’ in preparing metal sur- 
faces before paint. Rusticide Products 
Co., 3125 Perkins Ave., Cleveland, Ohio. 





8. Hovey Spray Equipment 

A 4-page catalog describing and illus- 
trating Hovey Spray painting guns and 
painting outfits is now being issued by 
Hovey Spray Equipment Co., 509 
Spring Garden St., Philadelphia, Pa. 





9. Continuous Feed Sand Blast 
Equipment 

This catalog tells how a uniform sur- 

face finish can be obtained by the sand 

blast method. Leiman Bros., Inc., 4W- 

23 Walker St., New York City. 





10. Hartford Triple-Action Cutting 
Barrels 


Information regarding the methods and 
equipment for ‘‘cutting down”’ in much 
less time and at much less expense are 
described in this catalog now being is- 
sued by The Hartford Steel Ball Co., 
P. O. Box 146, Station A, Hartford, 
Connecticut. 





11. Corrosion-Proof Laboratory 
Equipment 

The bulletin designated as No. 503 in 

which acid-proof chemical stoneware is 

illustrated and described is being issued 

by The U. S. Stoneware Co., Akron, O. 
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12. Paradata 


“Paradata’”’ is the bulletin describing 
Impervium, an insulating material for 
plating and chemical equipment. Para- 
mount Rubber Service, Inc., 1430 Rose- 
dale Court, Detroit, Mich. 





13. Economical Degreasing 


A series of leaflets covering practically 
every phase of metal degreasing are 
now being published by Detroit Rex 
Products Co., 13017 Hillview Ave., De- 
troit, Mich. 





14. Speed-Bloc Sanders 


Literature describing the labor and 
abrasive savings made possible with the 
use of these machines is now being 
issued by Sterling Products Company, 
2457 Woodward Ave., Detroit, Mich. 





15. Speedip Whirl Enameler 

A 4-page bulletin describing a combina- 
tion dipping-whirling machine for com- 
pletely coating large quantities of parts 
with lacquer, enamel, paint or any other 
liquid finishing material. Ronci Machine 
Co., 45 River Ave., Providence, R. I. 





16. Falstrom Industrial Ovens and 
Dryers 

A 4-page catalog illustrating and de- 

scribing such features as performance, 

economy, and ruggedness of Falstrom 

Engineered Ovens, Falstrom Co., Main 

Ave., Passaic, New Jersey. 





17. Enamelers’ Reference No. 3 

The refining of enamelers’ clay by Dr. 
. H. Spencer-Strong is the subject of 

this 12-page catalog now being issued 

by The Porcelain Enamel & Mfg. Com- 

pany, Eastern and Pemco Aves., Balti- 

more, Maryland. 





18. Automatic Composition Applicator 


Circular describing the new Hammond 
‘‘Auto-Doper’”’ which applies composition 
automatically to buffing wheels is now 
available. Hammond Machinery Build- 
ers, Inc., 1622 Douglas Ave., Kalamazoo, 
Michigan. 





19. Control Your Electroplating Process 


A method of determining pH by means 
of Taylor slide comparators is explained 
in simple terms in a catalog now being 
issued by W. A. Taylor & Company, 
Inc., 872 Linden Ave., Baltimore, Md. 





20. Protective and Decorative Finishes 


Hilo Varnish Corporation, 42-60 Stewart 
Ave., Brooklyn, N. Y., presents Bulletin 
No. 15 titled, ‘‘The Five Hilo Rip-pls.”’ 





21. Bonderizing 


The Parker Process that holds paint to 
steel and resists rust, known as ‘‘Bond- 
erizing,’’ is described in this catalog 
now being issued by Parker Rust-Proof 
Company, 2172 E. Milwaukee Ave., De- 
troit, Michigan. 





22. Improved Air Cleaning for Industry 


A beautifully illustrated catalog describ- 
ing the Centri-Merge Method of clean- 
ing air is now being issued by Schmieg 
Sheet Metal Works, 314 Piquette Ave., 





23. Sargent Electrometric Titration 
Assembly 


A folder describing the new applications 
that are now possible for the electro- 
metric titration method being marketed 
by E H. Sargent & Co., 155 E. Superior 
St., Chicago, Illinois. 


Print plainly in filling out coupon for literature. 
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